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Morphological Properties of Manganese Ferrite Nanoparticles 

A. F. Gochuyeva

Azerbaijan State Oil and Industry University, 
20 Azadlig Ave.,  
AZ-1010 Baku, Azerbaijan 

The paper discusses the results for the sample with a high degree of purity 

(nanopowder with true density of 4.96 g/cm3, particle size of 60 nm and puri-
ty of 98.5%; SkySpring Nanomaterials, USA) and, in comparison with it, 
prepared one in the form of a pill of size 4×15×5 mm for 1 hour; the surface 

morphology of the irradiated sample under the influence of γ-rays is studied. 
The AFM (atomic force microscopy) results show that the phases included in
the composition of the ordinary MnFe2O4 nanoparticle are compactly assem-
bled into different parts, and the presence of slight surface roughness is ob-
served. In the irradiated sample, the phases are evenly distributed, and the 

surface roughness is clearly visible. 

Key words: manganese ferrite, nanoparticles, γ-rays, surface morphology, 
AFM. 

У статті обговорюються результати стосовно зразка високого ступеня чис-
тоти (нанопорошок зі справжньою густиною у 4,96 г/см3, розміром части-
нок у 60 нм і чистотою у 98,5%; SkySpring Nanomaterials, США) і, в порів-
нянні з ним, приготованого у формі пігулки розміром 4×15×5 мм упро-
довж 1 години; досліджено морфологію поверхні опроміненого зразка під 

впливом γ-променів. Результати АСМ (атомно-силової мікроскопії) пока-
зують, що фази, які входять до складу звичайної наночастинки MnFe2O4, 
компактно зібрані в різні частини; також спостерігається наявність неве-
ликої шерсткости поверхні. В опроміненому зразку фази розподілені рів-
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номірно, та чітко видно шерсткість поверхні. 

Ключові слова: ферит Манґану, наночастинки, γ-промені, морфологія 

поверхні, АСМ. 

(Received 13 August, 2024; in final version, 4 June, 2025) 
  

1. INTRODUCTION 

As we know, compared to large-scale materials and microparticles, 
nanoparticles exhibit more sophisticated and greater properties and 

enable their application in a large number of different fields. As a key 

member of the ferrite family, MnFe2O4 has been the subject of exten-
sive research due to its special magnetic and electromagnetic proper-
ties. Understanding the magnetic properties of nanoparticles in mag-
netic materials is one of the important topics. The magnetic transitions 

present in nanostructured MnFe2O4 oxides with a spinel ferrite struc-
ture are widely used in industrial and medical biology. This nanoparti-
cle is also a non-toxic compound and an environmentally friendly non-
corrosive material, resistant to high temperature and impact. In 

MnFe2O4, about 80% of the Mn2+
 ions are in the tetrahedral site and 

20% in the octahedral site, so it is a partially inverted spinel. Spinel 
ferrites have the structure AB2O4, where A and B represent the tetra-
hedral and octahedral cation sites, respectively, and O represents the 

oxygen anion site. In the normal spinel structure, site A is occupied by 

Fe3+
 ions, and in the reverse spinel structure, site A is occupied by Mn2+

 

ions. It is possible to control the shape and particle size of the MnFe2O4 

compound, as well as adjust the catalytic, magnetic, dielectric, elec-
tronic, optical and electrical properties [1, 2]. By adding certain cati-
ons or anions to change the concentration of electrons and holes, the 

magnetic, optical and electrical properties of ferrites can be improved 

or adjusted. Spinel-containing ferrites have several advantages over 

inverse spinel ferrites, in part because they are cheaper, easier to man-
ufacture, and have different magnetic properties. Furthermore, the 

radius, charge, lattice energy and crystal site stabilization energy of 

the solute ion added in sites A and B significantly affect the distribu-
tion of cations. Manganese ferrite (MnFe2O4) nanoparticles, which be-
long to spinel ferrites, are used in magnetic applications, such as re-
cording media devices, drug delivery, ferrofluids, biosensors and con-
trast enhancement agents for MRI technology. There are many exper-
imental synthesis methods to obtain MnFe2O4 ferrites. Among them, 

thermal decomposition, sol–gel, colloidal emulsion, sol-
vo/hydrothermal and laser pyrolysis, etc. methods can be shown. Sol-
vo/hydrothermal synthesis is an environmentally friendly approach to 

produce small and uniformly distributed nanostructures. It also makes 
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it easy to add particles to create composite materials [11]. The sol-
vothermal synthesis method, usually obtained using a microwave ov-
en, allows precise control of the parameters of compound properties, 
phase purity, high productivity, reproducibility, uniform particle 

morphology. Manganese ferrites at the nanoscale exhibit interesting 

morphological characteristics. Considering these and other character-
istics, it can be assumed that manganese ferrite nanoparticles can be 

used in elements used in telecommunications by forming a composite 

with the polymer materials used in our previous work [3–10]. They 

have a wide range of applications ranging from fundamental research 

to industrial applications. In the present study, the surface morpholo-
gy of ferrite nanoparticles was investigated. 

2. EXPERIMENTAL DETAILS 

Nanopowder sample with a true density of 4.96 g/cm3, a particle size of 

60 nm and a purity of 99.95% (SkySpring Nanomaterials, USA) was 

used during the studies. The MnFe2O4 nanoparticle has a spherical 
shape depending on the synthesis process. These particles in powder 

form are manufactured by pressing. Pressing process Model No. FTIR 

hydraulic press with ATHP-15 is made. The process was carried out 

under complete laboratory conditions. To do this, the nanoparticle in 

powder form is poured into a special mold of 4 mm wide, 15 mm long 

and 5 mm high and pressed at room temperature to form a pill. The 

pressure during pressing was 50 kg/cm2. The samples obtained in the 

form of pills were irradiated with a gamma ray with a radiation power 

of D = 1.41 gray/sec and a radiation dose of 50 gray. Nanoeducator, 
Scanning probe microscope (Northern Ireland), AFM (atomic force 

microscopy) also studied the surface morphology of the sample at the 

nanoscale. 

3. RESULTS AND DISCUSSION 

In our research, atomic force microscopy (AFM) of a nanoparticulate 

antiferromanganese-based sample was studied. Despite the wide appli-
cation of AFM in materials science and its scientific and engineering 

impact, atomic force microscopy has been rarely used in magnetic na-
noparticles. When doping is performed on various samples, TEM, 
SEM, etc. are used when studying their structure. It is very suitable to 

learn AFM analysis at the same time as analysis. In our work, the AFM 

images of the pure MnFe2O4 nanoparticle and pellet of size 4×15×5 mm 

prepared and irradiated under the influence of gamma rays for 1 hour 

were examined. The surface morphology, topology and coating thick-
ness of the MnFe2O4 composite elements were determined using AFM 
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images. The AFM images were taken at 24°C, being stable and repro-
ducible. Figure 1(a) shows a topographical image of a typical contact 

mode AFM top view of a MnFe2O4 nanoparticle. The nanoparticles with 

a spherical diameter of 60 nm are irregularly distributed in the thin 

layer. In Figure 1(b), a large number of bumps are observed on the sur-
face of the joint, indicating that this feature belongs, for example, to 

MnFe2O4, a magnetic nanoparticle. In some areas, a compact agglomer-
ation of magnetic particles caused by strong attraction between nano-
particles can be observed [12, 13]. 
 Figure 1(c) shows the AFM image of the same point in front three-
dimensional topographic format, i.e., 3D. At 24°C, a few particles of a 

nanoparticle size mentioned above mixed with medium-size particles 

form a relatively irregular surface with a given and increasing rough-
ness. Looking at a 3D topographic image, we see many protrusions that 

break up the flat surface, causing roughness. Moreover, as shown in 

the 2D and 3D topographic images of MnFe2O4, it is clear that the 

thickness increases due to the precipitation of Mn+
 ions in the ferrites, 

which increase the thickness with the increase of the coating layer. The 

morphological study shows that the thickness of the coating increases 

due to the accumulation of particles in the surface layers. Figure 1(d) 

 

Fig. 1. a) typical topographic AFM image of a MnFe2O4 nanoparticle (in con-
tact mode), b) 2D topographic image of a nanoparticle, c) 3D topographic im-
age of a nanoparticle, d) height histogram of a nanoparticle obtained from 

data from a scanned surface 3×3 µm2. 
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shows a histogram of the height size distribution of a MnFe2O4 nano-
particle obtained from data of a scanned area of 3×3 µm2. This figure 

shows the elevation of the cross section produced by the irregular sur-
face, which causes the roughness associated with the typical topo-
graphic image of a nanoparticle. From the data of the 3×3 µm2

 scanned 

area of the MnFe2O4 nanoparticle, it can be observed that the total sur-
face roughness is approximately 67 nm [14, 15]. 

 Figure 2(a) shows AFM images of a sample of MnFe2O4 nanoparticles 

prepared as 4×15×5 mm pellets and irradiated under the influence of γ-
rays for 1 hour. Here, there is a topographic image of the AFM in con-
tact mode. According to the topographic image, the crystal phases of 

the sample irradiated under the influence of γ-rays for 1 hour are dis-
tributed more evenly, and it is proven that the crystal phase is better. 
Spherical nanoparticles with a diameter of 60 nm are regularly dis-
tributed in the thin layer. Figure 2(b) shows that the phases are regu-
larly distributed on the surface of the MnFe2O4 composite, unlike the 

2D topographic image of the unirradiated sample. In the topographic 

image of the sample irradiated under the influence of γ-rays, the re-

 

Fig. 2. a) typical AFM topographic image (in contact mode), b) 2D topographic 

image, c) 3D topographic image, d) height histogram obtained from data of a 

3×3 µm2
 scanned area of a sample irradiated under the influence of γ-rays for 1 

hour. 
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verse agglomeration process occurs in the entire area, i.e., due to the 

lack of attraction between the nanoparticles, compact aggregation of 

the nanoparticles is not observed. The reason for this may be that the 

magnetic moment of the substance takes on an average value, depend-
ing on the valence of iron oxides (Fe2+

 and Fe3+) and also due to the ef-
fect of the given temperature during pressing. 
 Figure 2(c) shows the three-dimensional topographical image before 

AFM, i.e., 3D, of the same point of the sample irradiated under the in-
fluence of γ-rays for 1 hour. Looking at the 3D topographic image, we 

see that the sample surface consists of roughness, which leads to an 

irregular layer. Even the roughness created along the surface appears 

in a regular form in terms of appearance. As shown in the two topo-
graphic images, the thickness also increased due to the precipitation of 

Mn+
 ions in the ferrites, which increased the thickness with the in-

crease of the coating layer. Figure 2(d) shows a histogram of the height 

size distribution obtained from data of a 3×3 µm2
 scanned area of a 

sample irradiated under the influence of γ-rays for 1 hour. This figure 

shows the elevation of the cross section produced by the irregular sur-
face, which causes the roughness associated with the typical topo-
graphic image of a nanoparticle. From the data of the 3×3 µm2

 scanned 

area of the MnFe2O4 nanoparticle, it can be observed that the total sur-
face roughness is approximately 4.7 nm. 

4. CONCLUSIONS 

In our research work, the necessary data for the important characteris-
tics of the MnFe2O4 nanoparticle and the sample prepared in pill form 

of the above-mentioned size and subjected to the influence of gamma 

rays by AFM were presented. It was shown the similarities and differ-
ences observed in the polydispersity parameters obtained from the 

AFM data of the MnFe2O4 nanoparticle and the gamma-irradiated sam-
ple prepared as a pellet. As can be seen, the agglomeration process is 

clearly manifested on the surface of an ordinary nanoparticle. In the 

irradiated sample, no compact agglomeration is observed; on the con-
trary, the individual phases of the compound are arranged in an order-
ly manner. The reason for this regularity may be due to changes in va-
lence of ferrite oxide. 
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This article describes the design of a highly-efficient ion source with a 

Penning-system cold cathode for ion implantation. The ion source is intended 

for receiving large currents (> 10 µA) from solid materials whose boiling 

point is higher than the melting point. The ion source on the BALZERS MPB-
202 ion implanter is also tested. 

Key words: ion implantation, ion source, ion implanter, metal ions, 
semiconductor structures. 

В даній статті описано конструкцію високоефективного джерела йонів із 

холодною катодою Пеннінґової системи для йонної імплантації. Джерело 

йонів призначене для одержання великих струмів (> 10 µА) з твердих 

матеріялів, температура кипіння яких вище за температуру топлення. 
Також проведено апробацію джерела йонів на йонному імплантері 
BALZERS MPB-202. 

Ключові слова: йонна імплантація, джерело йонів, йонний імплантер, 
йони металів, напівпровідникові структури. 
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1. INTRODUCTION 

One of the main methods of introducing impurities for the production 

of semiconductor devices is ion implantation using a gaseous or solid-
state source of ions. Ion implantation systems use hot and cold cathode 

sources (Penning source). The hot cathode ion source allows 

implantation of ions from gases and solids. However, such a source 

cannot be used to implant elements with melting points lower than the 

boiling point. Such elements include Fe, Cu, Mo, Al, Ti, Be and others. 
In this regard, doping of the specified elements must be carried out 

using an ion source with a cold cathode [1–3]. 
 The principle of operation of the source consists in atomization of a 

solid substance by plasma in a longitudinal magnetic field. However, 
such ion sources do not provide ion currents greater than 10 µA when 

spraying a solid-phase substance. That is why there was a need to 

develop an effective source of ions with a cold cathode of the Penning 

system, which would provide significantly larger ion currents [4]. 

2. CONSTRUCTION OF THE ION SOURCE 

The design of the ion source was carried out using mathematical 
modelling of individual elements of the source, in particular the 

configuration of the magnetic field. An available type of magnet was 

selected, the dimensions of the source and its power supply system 

were calculated for further integration into the MVR-202 ion 

implanter of the ‘BALZERS’ company of the V. Lashkaryov Institute 

of Semiconductor Physics of the National Academy of Sciences of 

Ukraine. The implanter is used to work out the operating modes of the 

source during the generation of beryllium ions and demonstration 

implantation of beryllium ions into a plate made of indium antimonide 

[5, 6]. 
 The physical and technical features of the development of plasma 

ion sources are fundamentally similar. However, the development 

requirements in the case of beryllium ion generation are specific and 

are regulated by the ‘Sanitary rules for working with beryllium and its 

compounds’ [7]. The latter requires specially equipped premises and 

imposes some restrictions on the use of standard methods of 

organizing work with ion sources. It is known that beryllium is similar 

to aluminium in many ways (diagonal similarity in Mendeleev’s 

periodic system of elements). Therefore, at the development stage, the 

ion source was tested in the aluminium ion generation mode. 
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 Modern sources of metal ions require a stable plasma discharge of the 

working gas, effective atomization and ionization of the atoms of the
implanted substance, acceleration of the formed ions and formation of an 

ion beam [8]. The design of such a source is schematically shown in Fig. 1. 
 The gas discharge chamber of the source consists of a hollow cathode 

(1), anode (2), anticathode (3) and body (8), which form the Penning 

discharge geometry. A uniform magnetic field in the gas discharge 

chamber is created by an NdFeB magnet (6) and magnetic conductors (3),
(8), (9). The magnetic wire is highlighted in the figure with dashed lines. 
 The construction of the source is based on the formation of a plasma
ion emitter using a Penning glow discharge. Ionization of sputtered
atoms is ensured by the oscillation of electrons in the discharge 

chamber at low pressure. Modelling of the magnetic field of the ion
source was carried out using the TRUCK program [9, 10]. The
magnetic field in the cathode–anticathode gap was set in the range of
0.1–0.2 T. The simulation showed that when using a permanent NdFeB
magnet (ring size 100×70×20 mm), the magnetic field strength (B) in
the middle of the hollow cathode (1), anode (2) and the anticathode (3)
reaches values of 0.16–0.2 T. These are acceptable values for the
created ion source. 
 The supply of gas (Ar) for the formation of stable gas-discharge 

plasma is carried out through a hole in the back of the cathode (1). To 

avoid discharge burning near the cathode hole in the source, a gas

Fig. 1. Construction of the source of metal ions: 1—hollow cathode; 2—anode; 
3—anticathode; 4, 7—insulators; 5—sputter inserts; 6—NdFeB magnet; 8—
ion source case; 9—ferromagnetic insert; 10—cathode unit; 11—extracting
electrode. 
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distribution cavity is provided. Gas supply to the discharge chamber is 

carried out through a narrow gap with a diameter of 0.5 mm in the 

peripheral area of the cathode assembly (10). Overheating of the 

electrodes in contact with the discharge can lead to a change in the 

burning mode of the discharge. To exclude this phenomenon, the 

cathode assembly (10) and the anode (2) of the ion source are cooled 

with water. For effective ionization of atoms in the gas discharge 

chamber, the atomized solid substance in the form of inserts (5) is 

pressed into the middle of the hollow cathode and anticathode. Spray 

inserts are made from the material whose ions need to be obtained. At 

the stage of working out the design of the source and its modes of 

operation, the insert was made of aluminium. The cathode (1) is made 

of molybdenum. 
 When voltage is applied to the electrodes of the source between the 

cathode (1), anode (2) and anticathode (3), a glow discharge with a 

voltage of ≅ 400 V and a current in the range of 100–400 mA (Ir) 
ignites. Accelerated ions of the working gas (Ar) spray the aluminium 

inserts, creating an environment of Al atoms in the emission region of 

the gas discharge chamber. Fast oscillating electrons concentrated 

along the discharge axis provide ionization of aluminium atoms. 
Under the action of an external electric field, aluminium ions are 

extracted into the region of the ion–optical path of the source and form 

an ion beam. An external electric field is formed in the middle of the 

emission hole with a diameter of 1.5 mm, when a voltage of 30 kV is 

applied between the anticathode (3) and the extracting electrode (11). 
 After testing the work of the source with aluminium ions and 

ensuring sanitary and technical conditions for work with beryllium, 
the ion source was used to obtain Be ions. For this, sprayed inserts 

made of beryllium and aluminium alloys with a beryllium content of 

20% and more were used. 

3. APPROBATION OF THE ION SOURCE 

The ion source was tested on the BALZERS MPB-202 ion implanter. 
The beryllium (Be) used to form the inserts in the cathode and 

anticathode has a high ionization energy of 9.32 eV. This energy is 

greater than that of Fe (7.89 eV), Cu (7.72 eV), Mo (7.1 eV), Al (5.98 

eV), Ti (6.8 eV). In addition, Be has two electrons in the outer orbital, 
which complicates the ionization process. Accordingly, most ion 

sources with a cold cathode are not capable of providing an ion beam 

current of more than 0.07 µA. In our case, providing large ionic 

currents of beryllium ions will allow a priori to obtain large ionic 

currents for elements with lower ionization energy of atoms. The 

dependence of the Be+
 current on the discharge current is shown in 

Table 1. It can be seen that, with a discharge current of 400 milliamps, 
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the implanter is able to provide a beryllium ion current at the level of 

0.35 µA. The resulting beryllium ion current was used to implant 

beryllium ions into the InSb matrix for 1 hour. The ion implantation 

energy was 20 KeV. 
 Using the Atomika 4000 instrument, secondary ion mass 

spectrometry (VIMS) profiles of the Be+
 impurity distribution along 

the depth were measured. The measurements were carried out using a 

beam of primary O2+
 ions with energy of 7 keV. The depth of the crater 

formed during sputtering was measured using a DEKTAK 3030 

contact profilometer. Along with this, a simulation of the implanted 

beryllium profile in the InSb matrix with energy of 20 keV was carried 

out using the SRIM (The Stopping and Range of Ions in Matter) 
program. Since the used program quite accurately predicts the 

distribution profiles of implanted ions in a solid body, the comparison 

of the measured beryllium profile and the simulated one will allow 

assessing qualitatively the effectiveness of the coordinated work of the 

created source and the BALZERS MPB-202 ion implanter. 
 Figure 2 shows the measured and modelled profiles of the beryllium 

impurity distribution along the depth. It can be seen that, within 1 

hour, the beryllium source in the BALZERS MPB-202 implanter is able 

to provide a concentration of beryllium in the distribution maximum 

at the level of 1019
 atoms/cm3. The shapes of the measured and 

calculated distribution profiles are similar, which confirms the 

formation of a hidden layer for the used materials. 
 In this way, we can talk about the successful design of the developed 

source for this type of implanters. In addition, a ‘lifetime’ study of a 

beryllium-cathode ion source was conducted. The obtained ‘lifetime’ of 

 

Fig. 2. Profile of the distribution of Be+
 implanted with E = 20 keV along the 

depth in the InSb matrix. 
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the ion source was of 16 hours at a discharge current of 400 mA. The 

measured profile of impurity distribution in depth and simulated
using the SRIM 2018 program are presented in Fig. 1. 
 As shown in Fig. 1, the real profile of the implanted impurity
coincides with the theoretically calculated one. 

4. CONCLUSION

A study of the ‘lifetime’ of an ion source with a beryllium cathode was
carried out. The ‘lifetime’ of the ion source was of 16 hours at a
discharge current of 400 mA. 
 The developed highly-efficient source with a cold cathode of the 

Penning system is capable of providing high currents of the ion beam
from the following materials: Fe (9.6 µA), Cu (11 µA), Mo (9.7 µA), Al 
(23 µA), Ti (12 µA), Be (0.3 µA). No source with a cold cathode can
provide the currents for the above-mentioned elements. 
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Spin waves in antiferromagnets are promising alternative for replacing sem-
iconductor technologies in future computational devices. One of the unique 

features of antiferromagnets is the availability of two spin waves with dif-
ferent chiralities—right-handed and left-handed ones. This degree of free-
dom, in addition to their phase and amplitude, can be used to create modern 

computational devices. The search for an effective method to separate and 

control the two modes in antiferromagnets is now attracting the increasing 

attention. Previous studies have demonstrated that an electric field can ma-
nipulate antiferromagnetic magnons of different chiralities. However, the 

influence of the Aharonov–Casher effect on the damping right-handed and 

left-handed spin waves has not been fully investigated. In this work, based on 

Landau–Lifshitz–Gilbert equations with Rayleigh-dissipation functional, we 

show that the applied electric field could effectively control the damping of 

the spin waves with different chiralities. Temporal attenuation of the right-
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handed and left-handed modes has a shift along the wave-vector axis, which 

is directly proportional to the magnitude of the electric field. The relation 

between the damping parameters in the Rayleigh-dissipation functional 
plays an important role in dissipation behaviour. Our results show that the 

magnon lifetime depends on the electric field and dissipation parameters and 

is different for distinct chiralities. We believe our findings will encourage 

further investigation into dissipation processes in antiferromagnets and 

their impact on magnonic devices. 

Key words: spin-wave dynamics, antiferromagnets, Aharonov–Casher effect, 
damping, Gilbert damping, right-handed and left-handed polarizations, Lan-
dau–Lifshitz–Gilbert equation. 

Спінові хвилі в антиферомагнетиках розглядаються як перспективна 

альтернатива напівпровідниковим технологіям в майбутніх обчислюва-
льних пристроях. Однією з ключових особливостей антиферомагнетиків є 

наявність двох спінових мод з різними хіральностями — правосторон-
ньою та лівосторонньою. Цей додатковий ступінь свободи, разом із фазою 

й амплітудою, може бути використаний для створення новітніх магнон-
них обчислювальних систем. Пошук ефективних методів розщеплення та 

керування зазначеними модами в антиферомагнетиках наразі є предме-
том активних досліджень. Дослідження показують, що за допомогою еле-
ктричного поля можна керувати антиферомагнетними магнонами з різ-
ною хіральністю. Водночас вплив ефекту Ааронова–Кашера на згасання 

спінових хвиль з правою та лівою поляризаціями залишається недостат-
ньо вивченим. У даній роботі на основі рівнянь Ландау–Ліфшиця–
Гілберта з урахуванням функціоналу Релейової дисипації продемонстро-
вано, що прикладене електричне поле здатне ефективно контролювати 

згасання спінових хвиль з різною хіральністю. Показано, що часове зга-
сання правосторонніх і лівосторонніх мод супроводжується зсувом уз-
довж осі хвильового вектора, який є прямо пропорційним до величини 

електричного поля. Встановлено, що співвідношення між параметрами 

функціоналу Релейової дисипації відіграє визначальну роль у дисипації. 
Результати роботи свідчать, що час життя магнонів залежить від елект-
ричного поля, параметрів дисипації та відрізняється для різних хірально-
стей. Одержані висновки відкривають перспективи для подальшого ви-
вчення механізмів дисипації в антиферомагнетиках і їхнього впливу на 

магноніку. 

Ключові слова: динаміка спінових хвиль, антиферомагнетики, ефект Аа-
ронова–Кашера, дисипація, Гілбертова дисипативна константа, правос-
тороння та лівостороння поляризації, рівняння Ландау–Ліфшиця–
Гілберта. 

(Received 2 June, 2025; in final version, 16 June, 2025) 
  

1. INTRODUCTION 

Magnonics [1], a recent branch of condensed matter physics, has 
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gained significant interest due to its potential to use spin waves (SWs)
as carriers of information in electronic devices [2]. Spin waves can
propagate without Joule heating and allow high operational speeds.
Antiferromagnets (AFMs), due to the antiparallel arrangement of the 

two magnetic sublattices, can simultaneously support left-handed and
right-handed polarized spin waves (SWs), providing an extra degree of
freedom—chirality. Due to their stability to small field perturbations
and absence of the stray field, AFMs are promising candidates for de-
veloping devices that incorporate spin waves.  
 Currently, there are several methods for manipulating SWs, for ex-
ample, magnetic field, a Dzyaloshinskii–Moriya interaction in curvi-
linear magnets, spin-transfer torque, spin–orbit torque, spin Seebeck
effect, voltage-controlled magnetic anisotropy, optical methods, and
electric field. We will focus on the electric (E) field effect based on the 

so-called Aharonov–Casher (AC) effect [3, 4]. The AC effect, a quan-
tum mechanical phenomenon like the Aharonov–Bohm effect, appears
when a neutral particle with a magnetic moment moves under the ef-
fect of an E field and acquires a phase shift in the particle’s wave func-
tion. In work [5], Cao and co-authors have demonstrated that the AC
effect influences SWs propagating in a ferromagnetic ring when an E
field is applied. Recent theoretical [6, 7] and experimental [8, 9] stud-
ies have demonstrated that the AC effect could impact SW propagation
by using a static electric field in various magnetic systems, including
AFMs, providing a mechanism for electric-field-based control of mag-
non dynamics. 
 It has been shown that in the first approximation, the influence of
the AC effect on SWs can be mathematically represented as a
Dzyaloshinskii–Moriya (DM)-like interaction [10, 11]. DM interaction,
a form of antisymmetric exchange coupling, plays a crucial role in chi-
ral magnetic systems with breaking inversional symmetry, resulting in
SW nonreciprocity. In this context, the AC effect could effectively
modify the spin-waves’ dispersion relation in a symmetric crystal, lift-
ing the energy degeneracy of two magnon modes by the applied electric
field. As a result, SWs in antiferromagnetic materials can be distinctly
separated into right-handed and left-handed modes [7]. 
 One of the methods to split SWs in an AFM with different chirality
is to induce the DM interaction, for example, by bending a material and
breaking its symmetry. One of the disadvantages of this method is that 

one should bend it again to change the spin wave spectrum. At the same
time, using the AC effect allows one to change the spin-waves’ spec-
trum by applying an electric field, which is easier to incorporate in real
devices. The unique advantages of this method include the strength
and sign of the E field, which can be controlled, and the switchable 

nonreciprocity, which provides a potential platform for the design of
magnonic devices. 



584 O. O. BOLIASOVA and V. M. KRIVORUCHKO 

 Despite all advances in magnonic research, one critical aspect of SW 

dynamics remains unexplored. It is the influence of the AC effect on 

SWs energy dissipation. This article is dedicated to this question. Un-
derstanding how damping is affected by the topological AC effect is es-
sential for a comprehensive description of magnons’ dynamics and prac-
tical applications in antiferromagnetic-based magnonic devices [1, 12]. 
 The dynamic characteristics of a dissipative (or absorbing) medium 

with finite damping include both real and imaginary components and 

are thus complex. There are two possible representations of the fre-
quency and wave vector to describe the complex dispersion relation. 
One is the real frequency ω and the complex wave vector 

k = Rek + iImk; the other is the complex frequency ω = Reω + iImω and 

the real wave vector k, which is used widely in magnetism and 

spintronics communities. One can choose one of the two representa-
tions depending on the problem under investigation. The real ω and 

complex k focus on how the wave vector is affected by damping, and it 

is adequate to investigate the damping effect on propagating waves 

(see, for example, [13]). The complex ω and real k focus on how the fre-
quency is affected by damping and describe the damping effect on the 

resonance, including the uniform magnetization dynamics. In this re-
port, we use the last combination to demonstrate how the applied elec-
tric field modifies the SWs energy and damping in the two-sublattice 

AFM insulator. To derive analytical solutions, we used the set of the 

Landau–Lifshitz–Gilbert equations. There are two common options for 

how to adjust for damping: (i) including only the intrasublattice com-
ponent [14], or (ii) a combination of intrasublattice and intersublattice 

components [15–17]. We will show how each of these options could 

modify the temporal damping, a so-called SW-regime [18], i.e., spec-
trum width. 
 The paper is structured as follows: in the next Section, we will pro-
vide a brief explanation of the model used. In Section 3, our main re-
sults are presented. Section 4 is dedicated to discussing the results and 

presenting the conclusions derived from the study. Finally, we express 

our gratitude in acknowledgments. 

2. THEORETICAL DETAILS 

We consider the easy axis AFM consisting of two equivalent sublattic-
es with magnetization M1 and M2. Further, for convenience, we will use 

unit vectors mi = Mi/Ms, where i is the sublattice number (i = 1, 2), 
MS || Oz is sublattice saturation magnetization. Figure 1 shows the sys-
tem view, where the electric field E is applied along the y-axis and 

magnons propagate along the x-axis. 
 Assuming the sublattices are equal and an AFM is symmetric under 

sublattice permutations, the free energy F(m) of the system under con-
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sideration is: 
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The first two terms describe nonhomogeneous intrasublattices ex-
change coupling with a constant A, and homogeneous intersublattices’ 
exchange coupling with a constant J. The next term corresponds to 

magnetocrystalline anisotropy with the anisotropy constant K. Here, 
the anisotropy along the z-axis is considered. The last term describes 

the effect of the electric field. In the first approximation, the AC effect 

mathematically could be incorporated in the form of the DM-like inter-
action D(m1×m2) [10, 11], where D is the vector depending on the ap-
plied electric field [6]: 

 12 12
SO

ea
J d

E
= × ≡ ×D E e E e . (2) 

Here, a is the distance between magnetic ions, e is the charge of the 

electron, e12 is unit vector in the direction connecting the ions from 

different sublattices, ESO is energy of the spin–orbit interaction that 

inversely depends on the strength of the spin–orbit coupling. Recent 

studies [6] have shown that in some materials, ESO could be around 1–
3 eV, which makes this interaction valuable. As follows from Eq. (2), to 

achieve the maximum contribution from this interaction, the wave 

vector k, the magnetization mi, and the electric field E should be or-
thogonal as in Fig. 1. 
 A phenomenological approach utilizes the Landau–Lifshitz–Gilbert 

 

Fig. 1. Schematic representation of the antiferromagnet under electric field 

effect. Thin blue arrows along z direction and thick red arrows along −z direc-
tion indicate the magnetization of the first and second sublattices according-
ly. Electric field E || Oy, wave vector k || Ox. 
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equation to describe the dynamics of magnetic materials. The equation 

with the dissipation term R is given by: 

 eff

t

∂
= −γ × +

∂
m

m H R ,  

where Heff
 = −dF/dmi is the effective field, 0 /Bgγ = µ µ   is the gyro-

magnetic ratio (here, g is the g factor, µ0 is the magnetic permeability 

of the vacuum, µB is the Bohr magneton,   is the reduced Planck con-
stant). In ferromagnets, the Gilbert dissipation term looks like 

R = αGm×∂m/∂t. When considering two-sublattice magnets, a question 

arises about how to account for the dissipation term. Some recent 

works [15, 16] argue for using the Rayleigh-dissipation functional as a 

matrix 2×2 with different damping coefficients. Thus, the two-
sublattice magnet is described by the system of two torque equations 

with intrasublattice (α11, α22) and intersublattice (α12, α21) damping co-
efficients, which looks like: 

 

eff1 1 2
1 1 11 1 12 1

eff2 1 2
2 2 21 2 22 2

,

.

t t t

t t t

∂ ∂ ∂
= −γ × + α × + α ×

∂ ∂ ∂
∂ ∂ ∂

= −γ × + α × + α ×
∂ ∂ ∂

m m m
m H m m

m m m
m H m m

 (3) 

In AFM with equivalent sublattices, the number of damping parame-
ters reduces to intrasublattice (α = α11 = α22) and intersublattice 

(αc = α12 = α21) ones. It should be noted here that the damping within a 

sublattice should be greater than the damping between sublattices. In 

AFM, researchers commonly use one damping inside each sublattice α 

[14, 19]. Neglecting αc implies that variables m1 and m2 are not directly 

connected in the damping processes. However, the magnetization of 

the two sublattices is coupled and cannot be missed during the discov-
ery of the magnetization dynamics [17]. As is shown in the next Sec-
tion, the E field also affects SWs’ intersublattice attenuation. 

3. AHARONOV–CASHER EFFECT ON TEMPORAL ATTENUATION 

OF SPIN WAVES 

We assume that the AFM is in the collinear state and consider SWs 

with the frequency ω and wave k propagating along the x-axis, k || Ox, 
such that 

m1 = xm1xexp(i(ωt − kx)) + ym1yexp(i(ωt − kx)) + zm1z, 

m2 = xm2xexp(i(ωt − kx)) + ym2yexp(i(ωt − kx)) + zm2z, 

with a small deviation of the magnetization of the first and second sub-
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lattices along the z-axis |m1z| = |m2z| ≈ 1. After obtaining the effective 

field from expression (1) and substituting it into the system of equa-
tions (3), we switch to circular variables defined as mi+ = mix + imiy, 
mi− = mix − imiy. This allows us to derive a matrix consisting of two 

equations: 

 

S S
c

1

2S S
c

0
S

M M
P i W i

m

mM M M
W i P i

±
±

±
±

 ± ω − − αω − − α ω γ γ    =    + α ω ± ω + + α ω γ γ γ 

. (4) 

Here, we introduce the next notation P = J + K + Ak2, W+ = J ± kdE. The 

determinant of this matrix describes the SW dynamics of the AFM. By 

setting the real and imaginary parts to zero, we can find the spin waves’ 
energy ωi(k) and damping Γi(k), using the substitution ω = ω(k) + iΓ(k). 
We will provide the analytical expressions for these values below. 

3.1. Spin-Wave Spectrum 

It was shown earlier [7, 13] that the applied electric field splits the 

SWs spectrum into right-handed and left-handed magnons. Here, we 

demonstrate the AC effect on the SW dynamics in our system. We start 

by setting to zero the real part of the determinant of matrix (4), which 

gives us the next expression: 

 2 2

S

( ) ( 2 )( )k Ak kdE J K Ak kdE K
M±

γ
ω = ± + + + . (5) 

The difference between the magnon frequency with right-handed polar-
ization, ω+, and left-handed polarization, ω−, is in the sign of the electric 

field term: kdE. The SW spectrum in the absence and the presence of an 

applied electric field is depicted in Fig. 2. The shift along the wave vec-
tor axis is directly proportional to the magnitude of the applied electric 

field. The greater the applied E field, the larger the splitting between 

right- and left-handed polarization magnons’ energy. For visualization, 
here and below, the following quantities were used MS = 3.5⋅105

 A/m, 
A = 2⋅10−12

 J/m, J = 5⋅106
 J/m3, K = 105

 J/m3, lattice constant a = 0.5 nm, 
and parameter of our system d = 4.4⋅10−12

 C/m. We should point out that 

reversing the direction of the applied electric field results in a swap be-
tween left- and right-handed SWs shift along the wave vector k. 

3.2. Spin-Wave Damping 

The interplay between magnons’ spin polarization and magnetic damp-
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ing plays a crucial role in magnonics. We consider temporal decay, 
which could be found in resonance experiments as the width of the res-
onance peak [20]. This effect of AC has not been considered earlier. 
 Substituting ω = ω(k) + iΓ(k) into matrix (4), we can get from the im-
aginary part of the determinant the following expression for temporal 
damping: 

 
2

c
2 2

S c

( ) ( )
( )

(1 )

J K Ak J kdE
k

M±

α + + − α ±
Γ = γ

+ α − α
. (6) 

 As we see in Eq. (6), the external electric field affects SWs’ damping 

through intersublattice damping coupling. The E-field application 

leads to the appearance of two attenuation functions Γ+(k) and Γ−(k). 
Like the frequency characteristics, the shift of the two attenuation 

curves depends on the value of the electric field (Fig. 3). Figure 4 

shows temporal attenuation Γ±(k) at different values of the correspond-
ing frequency ω±(k). 
 We also found the ratio between the width of the resonance and its 

frequency Γ±(k)/ω±(k): 

 
2

c

2 2 2 2 2
c

( ) ( ) ( )

( ) (1 ) ( ) ( )

k J K Ak J kdE

k J K Ak J kdE
±

±

Γ α + + − α ±
=

ω + α − α + + − ±
. (7) 

 Figure 5 shows Γ±(k)/ω±(k) at different damping constants: 
α = 0.005, αc = 0.001; α = 0.005, αc = 0.004. As αc has antidamping be-
haviour, the bigger this parameter is, the lower the ratio Γ±(k)/ω±(k). 

 

Fig. 2. Splitting of the spin wave spectrum under the E field effect, Eq. (5): 
E1 = 50 V/µm, E2 = 10 V/µm. The black line corresponds to E = 0. 
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The peak of the function Γ±(k)/ω±(k) is shifted along the wave vector 

axis and proportional to the electric field. 
 The next factor to be paid attention to is the damping coefficients 

derived from Rayleigh-dissipation functional. Firstly, the existence of 

the intersublattice damping, αc, directly allows the existence of the dif-
ference between the temporal attenuation of right- and left-handed po-
larizations’ magnons. When αc = 0, Γ+(k) = Γ−(k). So, the AC effect could 

 

Fig. 3. The electric-field effect on the SWs’ damping, Eq. (7): E1 = 50 V/µm, 
E2 = 10 V/µm. The black line corresponds to E = 0. The damping parameters 

are α = 0.01, αc = 0.009. 

 

Fig. 4. Influence of the electric field, E = 50 V/µm, on the Γ±(k) magnitude at 

different values of the corresponding frequency ω±(k). Here, we use the fol-
lowing damping parameters: α = 0.005, αc = 0.001. 



590 O. O. BOLIASOVA and V. M. KRIVORUCHKO 

help to detect intersublattice damping parameters experimentally. 
 In insulators, damping parameters could be small 10−3–10−4

 [21, 22], 
but the ratio between them can significantly change the dissipation. The 

coefficient α corresponds to the damping of magnetization dynamics, 
while αc has antidamping behaviour. It was shown that these coefficients 

could be different by several orders of magnitude, at least in Mn-based 

antiferromagnets [23]. Authors [23] found that the damping coefficient 

derived from magnon pumping is greater than the Gilbert damping com-
ponent. It means that a small difference should be between α and αc, as 

α = αG + αsp, αc ≈ αsp. Thus, the authors [16, 23] point out the importance of 

taking into account the intersublattice damping. 
 To the best of our knowledge, there is a lack of similar research for 

AFM insulators, but we assume that there could be a noticeable difference 

between αc and α. 
 The magnon lifetime is among the important parameters for practi-
cal applications. One could find it from the ratio τ(k, E) = 1/Γ(k, E). 
Figure 6 shows the magnon lifetime of right-handed τ+(k, E) and left-
handed τ−(k, E) modes depending on the electric field. In the absence of 

an electric field τ+ = τ−, the higher the electric field, the bigger the dif-
ference between the magnon lifetimes of different modes. The lifetime 

difference between the right- and left-handed magnons, depending on 

the E field at different intersublattice parameters, is demonstrated in 

Fig. 7. The higher the αc value, the greater the difference between the 

lifetimes of the right-handed and left-handed SWs. 

 

Fig. 5. The electric field E = 50 V/µm effect on the dependence Γ±(k)/ω±(k). 
The black lines (solid and dotted) correspond to E = 0. Here, we use the next 

damping parameters: α = 0.005, αc = 0.004 (Γ1±(k)/ω1±(k), dash-dotted lines); 
α = 0.005, αc = 0.001 (Γ2±(k)/ω2±(k), short and long dashed lines). 
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4. DISCUSSION

Condensed matter physics is undergoing a revolution by introducing
concepts borrowed from topology to characterize the state and proper-
ties of a system. With the introduction of topology, the description of
complex systems moves to characterizing their global quantities, 
which are measured non-locally and endow the system with global sta-
bility to disturbances. In magnetism, one vibrant example is the Berry
phase—the additional phase that the system’s wave function acquires, 
depending on the trajectory, which it passes [24]. The Aharonov–Casher
effect, described in this article, is another special case of the topology
phase. The main advantage of such topological effects is their independ-
ence from local perturbations, which makes them a very valuable pa-
rameter for quantum technologies, spintronics, and magnonics. We 

could expect that the AC effect will help to create topological magnons
[12]. 
 As previously demonstrated in Ref. [7], applying an electric field to
an antiferromagnetic insulator, one could split the spin wave spectrum
into two independent branches, which we have additionally demon-
strated in the example of the system under consideration [13]. The spin
waves with right-handed and left-handed polarization could propagate 

and attenuate separately. The splitting of the spin wave spectrum is
achievable by applying a magnetic field, for example, with spin–orbit 

torque [25]. Nevertheless, an electric field could be a more efficient 

tool for controlling magnetism without requiring large magnetic

Fig. 6. The magnon lifetime of right-handed (τ+) and left-handed (τ−) modes 

depending on the electric field. τ1± corresponds k = 0.15 nm−1, τ2± corresponds 

k = 0.1 nm−1; E = 50 V/µm, the damping parameters are: α = 0.01, αc = 0.009. 



592 O. O. BOLIASOVA and V. M. KRIVORUCHKO 

fields, which are energetically inefficient and challenging to integrate 

into nanoscale devices. Moreover, it is applicable for insulating mag-
netic materials. 
 There are several examples of practical applications of the AC effect 

in the SW field-effect transistor [7] or SW interferometric devices [8]. 
However, these works did not explore the impact of the AC-phase 

damping on magnon dynamics. Our results show that it could play a 

significant role in the dynamics of right-handed and left-handed polar-
ized SWs. Considering topological effects like AC-induced without 

damping could lead to incomplete models that fail to capture real-
world behaviour. Damping influences the lifetime and coherence of 

SWs, which could affect the efficiency of magnonic devices. For in-
stance, the presence of damping can modify the nonreciprocal spin-
wave propagation induced by the AC effect, altering its practical ap-
plications. Incorporating dissipation into theoretical and experimental 
studies is essential for accurately predicting device performance. 
 Integration of the topological effects in magnetism by electric-field 

control opens exciting prospects for energy-efficient, scalable technol-
ogies in spintronics and magnonics. The synergy between topological 
physics and electric-field-controlled SWs’ characteristics is expected 

to revolutionize next-generation technologies, enabling faster, more 

energy-efficient, and highly integrative devices. 
 In conclusion, our work shows how the electric field affects the tem-
poral attenuation of SWs in the insulating AFM. Damping of spin 

waves with right and left-handed polarizations could be manipulated 

 

Fig. 7. The difference between the lifetimes of the right-handed and left-
handed spin waves depending on the applied electric field at different damp-
ing coefficients αc. Here, α = 0.005, k = 0.05 nm−1. 
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independently by the Aharonov–Casher effect. The higher the applied 

electric field, the more visible this difference. The Aharonov–Casher 

effect modifies spin-wave dynamics and allows the electric field to con-
trol propagation, magnon lifetime, attenuation, and energy of mag-
nons. The difference between the dynamical features of right- and left-
handed polarizations of SWs is mainly determined by the applied electric 

field and the spin–orbit coupling in the material. In contrast to ferro-
magnets, in antiferromagnets, electric fields allow the use of polariza-
tion as an additional degree of freedom, offering new opportunities for 

designing magnonic devices and topological spin wave logic elements. 

 This work was partially supported by the National Academy of Sci-
ences of Ukraine through the research program No. 0125U000295 (In-
novative materials for quantum sensing). 
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Ferrimagnetic Properties of the FeCr2O4 Chromite and TiFe2O4 

Titanomagnetite Minerals at High Temperatures 

O. K. Kuvandikov, Z. M. Shodiev, Kh. B. Khasanov, B. A. Khairullaev, 
J. Sh. Akhtamov   
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Temperature dependence of the magnetic susceptibility of the FeCr2O4 chro-
mite and TiFe2O4 titanomagnetite minerals in the temperature range 300–
1300 K is studied. Based on the experimental dependences, the magnetic pa-
rameters of the samples are calculated: Curie temperature, Curie–Weiss con-
stant C, effective magnetic moment per one magnetic ion of the compound, 
and magnetic moment per formula unit of the sample. The results obtained 

are analysed in the light of available theoretical models. 

Key words: magnetic susceptibility, chromite, titanomagnetite, magnetic 

moment, paramagnetic Curie temperature, Curie–Weiss constant. 

Досліджено температурну залежність магнетної сприйнятливости міне-
ралів хроміту FeCr2O4 та титаномагнетиту TiFe2O4 в інтервалі температур 

300–1300 К. За експериментальними залежностями обчислено магнетні 
параметри зразків: температуру Кюрі, сталу Кюрі–Вейсса C, ефективний 

магнетний момент, що припадає на один магнетний йон сполуки, та маг-
нетний момент, що припадає на формульну одиницю зразка. Одержані 
результати проаналізовано в світлі наявних теоретичних моделів. 

Ключові слова: магнетна сприйнятливість, хроміт, титаномагнетит, маг-
нетний момент, парамагнетна температура Кюрі, стала Кюрі–Вейсса. 
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1. INTRODUCTION

The fundamental difference between an iron-containing mineral and a
rock is that the mineral, both in terms of its chemical composition and
its physical properties, is a relatively homogeneous body, while rocks
are aggregates of minerals consisting of a number of mineral compo-
nents [1]. 
 The physics of magnetism is able to predict the magnetic properties
of materials from their structure; this also applies to rocks. However, 
this approach is not optimal: it requires an in-depth study of the struc-
tural characteristics of the substance, which is not available in geo-
physical research. On the other hand, measuring the magnetic proper-
ties of rocks is not difficult even with a large number of samples [2].
The nature of the magnetism of rocks and the characteristics of the 

factors that determine the patterns of distribution of the magnetic
properties of various rocks must be supplemented with empirical data
for the most common minerals of rocks and ores that cause magnetic
anomalies [3, 4]. 
 The magnetic states of rocks and ores are of particular interest for
the physics of magnetic phenomena, since, due to the complex crystal
structure, the magnetic structures of these minerals are necessary for
understanding their key features [5]. There is little experimental data
on the magnetic properties and electronic structure of rock minerals at
high temperatures. 
 The study of the magnetic properties of rock minerals from the per-
spective of a mineralogist is extremely important. To date, the mag-
netic properties of these minerals have been studied mainly in their
magnetically ordered state, while their paramagnetic state has been
almost unstudied [6]. 
 To date, the temperature dependence of the paramagnetic suscepti-
bility χ(T) of pure iron has been measured in detail by many research-
ers [7–9] in a wide temperature range covering its liquid state and in-
terpreted on the basis of the polymorphic and magnetic phase transi-
tions occurring in iron. According to the results of these studies, the 

dependence χ−1(T) of iron is complex. χ−1
 grows abruptly at the temper-

ature of the ferromagnet-paramagnet magnetic phase transition (Θp

= 1043 K); χ−1
 increases linearly in the temperature range 1043–1183

K, and at the polymorphic transition α-Fe (b.c.c.)→γ-Fe (f.c.c.) (at 

1183 K) decreases abruptly; in the temperature range 1183–1665 K, it 

increases linearly, and during the polymorphic transition γ-Fe (f.c.c.)
→δ(α)-Fe (b.c.c.) (at 1665 K), it decreases abruptly; it increases in the 

temperature range 1665–1809 K linearly, during melting (1809 K) ab-
ruptly, and then linearly. By now, the magnetic properties of the com-
pound of iron with non-magnetic metals at high temperatures have 
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been little studied. This is due to the difficulty of making precision 

magnetic measurements at high temperatures. 
  The purpose of this work is to study experimentally the χ(T) de-
pendence of the iron-containing minerals chromite and titanomagnet-
ite included in the rocks of Uzbekistan. The dependences χ(T) were 

measured by the Faraday method using high-temperature vertical 
pendulum balances in Al2O3 crucibles and in an excess atmosphere of 

purified helium in the high temperature range 300–1300 K. The max-
imum relative measurement error for χ did not exceed 3% [8–11]. Rock 

(mineral) samples were obtained from the Central Research Laboratory 

of the Navoi Mining and Metallurgical Combine. 

2. EXPERIMENTAL RESULTS AND DISCUSSION 

The dependences χ(T) were measured in the temperature range 300–
1200 K for chromite and 900–1300 K for titanomagnetite (Fig. 1). 
 Analysis of Fig.1 shows that, for the studied minerals of chromite 

and titanomagnetite, χ decreases with raising temperature, but the 

temperature dependence is complex [12]. 
 The measurement results are shown in Fig. 2 in the form of χ−1(T) 
dependence. 
 In Figure 2, it can be seen that the χ−1(T) dependences of the miner-
als chromite and titanomagnetite in the studied temperature range 

have a nonlinear complex character: the slope (dχ−1/dΤ) of the χ−1(T) de-
pendence for chromite at approximately 823 K sharply increases, and 

at 933 K, it decreases; for titanomagnetite at 1043 K, it sharply in-
creases, and at 1173 K, it decreases. The χ−1(T) dependence for chro-
mite in the temperature ranges 300–823 K and 933–1173 K, and for 

titanomagnetite in the temperature ranges 923–1043 K and 1183–

  
Fig.1. Dependences χ(T)

 
of the studied 

samples of chromite FeCr2O4 and titan-
omagnetite TiFe2O4. 

Fig.2. χ−1(T) dependences
 
of the stud-

ied chromite FeCr2O4 and titano-
magnetite TiFe2O4 samples. 
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1273 K, they are linear. 
 The linear nature of χ−1(T) dependence in the specified temperature 

range indicates that these dependences obey the Curie–Weiss law: 

 
p

C

T
χ =

− Θ
, (1) 

where C is the Curie–Weiss constant, Θp is the paramagnetic Curie 

temperature. 
 Changes in the experimental dependences χ−1(T) of the samples un-
der study can be explained by the results described above for pure iron 

[7, 8, 11]. The complex nature of χ−1(T) dependence of pure iron is 

uniquely reflected in χ−1(T) dependences of the studied iron-based 

compounds depending on temperature and the composition of non-
magnetic elements (O). 
 Consequently, changes in the χ−1(T) dependences of the studied sam-
ples occur due to magnetic and structural (polymorphic) phase transi-
tions that occur in them at certain temperatures [13]. In chromite at 

823 K, there is the structural transition f.c.c.→b.c.c. in its cubic lat-
tice. In titanomagnetite at 1043 K, there is the structural transition 

f.c.c.→b.c.c. in its cubic lattice. These phase transitions are reflected 

in the χ−1(T) dependence of chromite FeCr2O4 and titanomagnetite 

TiFe2O4 (Fig. 2) in the form of jumps at the temperatures of these tran-
sitions. Changes in the χ−1(T) dependence in the studied minerals can 

only be explained by structural (polymorphic) transitions that occur at 

higher temperatures in Fe sublattices of these minerals [7,8]. 
 From the experimental χ−1(T) dependences for the studied samples, 

we calculated their main paramagnetic characteristics: Curie–Weiss 

constants C, paramagnetic Curie temperature Θp, and magnetic mo-
ment per mineral chemical formula µfor. The calculation results are 

shown in Table. Information for pure iron in Table was obtained from 

[8]. Analysis of the table shows that the magnetic characteristics (Θp 

and µfor) of the studied compounds are smaller compared to the magnet-
ic characteristics of pure iron. This can be explained by an increase in 

the distance between the magnetic iron ions located at the sublattice 

sites of the studied compounds. Due to this reason, the magnetic ex-
change interaction of electrons in the 3d-shell of iron ions, which are 

responsible for the occurrence of magnetic ordering of the studied 

compounds, decreases. Θp is an energy measure of the exchange inter-
action. 
 Table shows that the values Θp for the studied minerals are lower 

compared to the values for pure iron (Θp = 1043 K). This is explained by 

the fact that, if Fe3+
 ions are partially or completely replaced by Cr3+

 

and Ti4+
 ions in the crystal lattice of minerals, which in both structures 

show a strong tendency to occupy octahedral positions, this will lead to 



FERRIMAGNETIC PROPERTIES OF THE FeCr2O4 CHROMITE AND TiFe2O4 599 

a significant decrease in the Curie temperature. 
 The distribution of cations between octahedral and tetrahedral posi-
tions in the titanomagnetite lattice has been the subject of extensive 

discussion [14]. According to neutron diffraction data, most of Ti4+

ions are located in octahedral positions. The spin moments of octahe-
dral and tetrahedral ions are directed in opposite directions. As the 

number of Ti4+
 ions increases, the Néel point decreases. Fe3+

 prefers for
octahedral sites, the actual distribution between octahedral and tetra-
hedral sites may depend on both temperature and composition. 

4. CONCLUSIONS

Based on the results obtained, the following conclusions can be drawn. 
For the first time, the χ−1(T) dependences of iron-containing minerals, 
chromite FeCr2O4 and titanomagnetite TiFe2O4, were measured at high
temperatures. It has been established that these χ−1(T) dependencies
obey the linear Curie–Weiss law. 
 Based on the experimental dependences of the studied minerals, 
their main paramagnetic characteristics were determined. 
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The thermodynamic characteristics of the MgSiO3−MgO system are deter-
mined using a modified form of the Shanker equation of state (EOS) known as 

the ‘Higher Order Shanker (HOS) EOS’. This adaptation incorporates higher-
order terms into the Shanker EOS. The Higher Order Shanker (HOS) EOS is 

evaluated against Stacey criteria to ensure consistency in the variation of the 

pressure dependence of the isothermal bulk modulus. In a comparative analy-
sis, the thermodynamic properties obtained from the Higher Order Shanker 

(HOS) EOS are contrasted with those derived from established classical EOS 

models, alongside electronic contribution analysis. This demonstrates the 

reliability of the proposed Higher Order Shanker (HOS) EOS for computing 

thermodynamic properties for similar systems under higher pressures. Fur-
thermore, expressions for the bulk modulus and its pressure derivatives are 

formulated and extended to the theoretical limit of infinite pressure. These 
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derived expressions are valuable for conducting more intricate analysis of 

higher-order thermoelastic properties. 

Key words: equation of state, Stacey criteria, thermal expansion, Grüneisen
parameter. 

Термодинамічні характеристики системи MgSiO3−MgO визначено з вико-
ристанням модифікованої форми Шенкерового рівняння стану, відомого 

як «Шенкерове рівняння з урахуванням вищих порядків». Ця адаптація 

включає члени вищого порядку Шенкерового рівняння стану. Шенкерове 

рівняння з врахуванням вищих порядків оцінено за критеріями Стейсі, 
щоб забезпечити узгодженість у зміні залежности ізотермічного 

об’ємного модуля від тиску. У порівняльній аналізі термодинамічні влас-
тивості, одержані з Шенкерового рівняння з урахуванням вищих поряд-
ків, порівняно з термодинамічними властивостями, одержаними з відо-
мих класичних моделів Шенкерового рівняння стану, а також з аналізою 

електронних внесків. Це демонструє надійність запропонованого методу 

Шенкерового рівняння з врахуванням вищих порядків для розрахунку 

термодинамічних властивостей подібних систем за високих тисків. Крім 

того, сформульовано вирази для об’ємного модуля та його похідних за ти-
ском, які поширено на теоретичну границю нескінченного тиску. Ці оде-
ржані вирази є цінними для проведення більш складної аналізи термоп-
ружніх властивостей вищих порядків. 

Ключові слова: рівняння стану, критерії Стейсі, теплове розширення, 
Ґрюнайзенів параметер. 

(Received 16 January, 2024; in final version, 25 September, 2024) 

1. INTRODUCTION

The exact thermodynamic behaviour of the MgSiO3−MgO system as one 

of the component of the Earth’s lithosphere is the field of interest for
modern mineralogical researches. Since 2004 [1, 2], when
MgSiO3−MgO was known to be the ultimate phase of the lower mantle
of the Earth, different studies are carried out on its thermodynamic
properties and its phase boundary conditions, so as to know more about
the D-layer of Earth in seismological scenario and are nowadays used
as input for geodynamics studies heling us to develop the theory re-
garding plate tectonics which explain the formation of Earth’s litho-
sphere. Equations of state (EOS) is the powerful tool for the exact de-
termination of thermodynamic variables in terms of pressure, volume
and temperature and it is also found helpful for studying the com-
pressibility and pressure induced phase transitions for geophysical
minerals at high pressures and temperatures [4−6]. 
 The properties of geophysical minerals at extreme pressures and
temperatures recently estimated from EOS’s are obtained by simplify-
ing basic thermodynamic expressions like bulk modulus and thermal 
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expansion taking into account of electronic contribution due to Helm-
holtz free energy and the properties thus computed by varying temper-
ature and pressure conditions are found to have low precision due to its
limitation as reported earlier for B−M EOS for solids for higher com-
pressions. This drawback was overcome by proposing EOS universally
[10] for solids having distinct kind of chemical bonding at extremely
high compressions. The dependences of potential energy E = E(r) (r be-
ing the interatomic distance) were in agreement with Rydberg’s model
of EOS [11, 12]. 
 An EOS based on volume dependent short-range forces in case of in-
teratomic potentials was developed by Shanker et al. [13, 14]. Howev-
er, the results reported earlier [7, 13] were not consistent with the re-
sults of Hama Suito EOS [15] derived from the first principle and based
on quantum statistical model (QSM-Model) and linearized augmented
plane wave method (APW-Method). In view of recent findings about 

EOS based on potential energy function, focused studies are being
made to frame new EOS and require critical assessment to overcome 

the present challenges of the Earth interior. 
 For achieving better consistency with the results of Hama Suito, in
the present endeavour, the previous developed Shanker EOS [13] has
been modified by considering the effect of the higher-order terms of
V/V0, which were excluded in Shanker EOS. The consistency of modi-
fied EOS has been mapped with Hama Suito to follow the essential
Stacey criteria for pressure dependent bulk modulus dKT/dP at con-
stant temperature as a function of P/KT; KT being the isothermal bulk 

modulus at pressure P. For rigorous consistency, the derived EOS has
been subjected to polymorphic lower mantle material MgSiO3−MgO.
This system is of great importance as it provides understanding of evo-
lution of the Earth and helps in comprehending the seismic profile of
the Earth. In addition to this, the correctness of modified EOS is veri-
fied by comparing the results with (a) B−M EOS, (b) Vinet−Rydberg
EOS, (c) Shanker EOS, and (d) Stacey EOS. 
 The thermodynamic properties obtained using modified Shanker
EOS known as ‘Higher Order Shanker (HOS) EOS’ will be useful for
various applications of Geosciences and specially to the Earth’s behav-
iour at extreme conditions. For consistency of modify EOS, we have to 

calculate the values of first-, second-, and third-order Grüneisen pa-
rameter using to Stacey EOS and Modified EOS (HOS EOS) values un-
der high compressions. 

2. MODIFICATIONS OF SHANKER EOS

Shanker EOS representing the relationship between P and V/V0 can al-
so be obtained using the volume dependence. The volume dependent 

force constant is approximated [15] as  



604 S. GAURAV, S. SHANKAR, ARVIND MISHRA et al. 

0A A f= , (1) 

where A0 does not depend on volume and f is volume or compression
V/V0 dependent. Now, using Shanker’s approach [16] the expression of
P is given by 

0

4/3

0

0 0 0

V

V

KV
P fdV

V f V

 
= − 

 
∫ . (2) 

Equation (2) is the basic equation, which assists in deriving the EOS.
Shanker EOS has been obtained [17] using following form for f: 

2(1 ) exp( )f y y ty= + + , (3) 

where
0

1
V

y
V

= − and t is the constant. For V = V0, f = f0 = 1. 

Equation (3) is substituted in (2) as 
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For getting more closer results with Hama Suito results at high
compressions, we replaced the value of f inducing the higher-order
terms as given by 

2 3(1 )f y y y= + + + . (5) 

 Using (4) and (5) resulted in the modified Shanker EOS named as
Higher Order Shanker (HOS) EOS. 

EOS. 
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 The above-mentioned mathematical relations expressed for P, KT 

and TK′  are employed to investigate pressure dependent properties in
the present study and the results obtained are explained in the subse-
quent section. 

3. RESULTS AND DISCUSSION

We have obtained pressure P (cold pressure or pressure at reference iso-
therm) and isothermal bulk modulus KT for MgSiO3−MgO system (For-
sterite, Wadsleyite, Ringwoodite, Perovskite, Akimotoite, and Post-
perovskite) taking the input data of K0, 0K′  and TK′′  of earlier work [22].
The expressions obtained from various EOSs are written below. 
B−M EOS. 
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3 3
1 1

2 4
P K x x A x− − − = − + −  

, (9) 

( ) ( )7 5 9 7 5
0 1

1 3
7 5 9 14 5

2 8TK K x x A x x x− − − − −= − + − + , (10) 

( ) ( ) ( )9
0

7 5 7 50 4
4 81 98 25 49 25

8 3T
T

K
x x x x xK K

K
− − − − − = − − + + − 

′


′ , (11) 

where
1/3

0

V
x

V

 
=  

 
and 01 4A K= ′ − . 
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Stacey [18, 19] has established an innovative method representing
dK

K
dP

′
′ = with the dependence with 

P

K
. Stacey deduced reciprocal of

K′ as mentioned below: 
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 Several attempts have been to formulate the equations of state.
However, they fail to satisfy the Stacey’s criterion [8, 19] Shanker EOS
and Higher Order Shanker (HOS) EOS, B−M EOS and Vinet EOS are 

nearly linear supporting the validity of Stacey equations (linear or ex-
ponential form). 
 In addition, the polymorphic MgSiO3−MgO system (Forsterite, 
Wadsleyite, Ringwoodite, Perovskite, Akimotoite, and Postperov-
skite) and their compressibility and phase transitions were studied by
using the different EOSs. Phase equilibria in the MgSiO3−MgO system
play a major contribution in the interpretation of the seismic profile of
Earth’s mantle. Recently, it was observed that olivine (OI) structure 

converted into Wadsleyite (Wds) structure at the distance of 410 km
existing at 14−15 GPa and at the depth of 520 km at 17−18 GPa is cate-
gorised by Wadsleyite−Ringwoodite (Rwd) transition [21]. The low
boundary present in the upper mantle (550−670 km) around 23−24 GPa
is often designated to Ringwoodite (Rwd) to Mg, Perovskite, and Fer-
ropericlase (or Magnesiowistite) transition. This ‘layer D’ can be per-
ceived above the core–mantle boundary using seismic data studies.
Such type of studying is done by experimentally and an initial calcula-
tion. In the present work, measurements of P−V−T properties were us-
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ing Equations of State and the validity of the proposed equations of
state is tested for MgSiO3−MgO system. Subsequently, after assess-
ment of EOSs, we have also studied the equilibria of the transitions OI
to Wds, and Rwd to Bdg + Per. 

The input data on K, K0′ , γ and γ0 as used [21, 22] for assessment of
EOSs are tabulated in Table 1 with 2.41K∞′ = (for lower mantle). We 

have observed the variation of pressure (P), isothermal bulk modulus
(KT) and their derivative with compression ( TK′ ) and shown in
Fig. 1−6, (a−c). The results for obtained equations of state are strongly
matched with measured data and are found to be consistent. 

TABLE 1. Values of input data for MgSiO3−MgO System. 

Phase K0 0K′ γ0 α0×10−6(K−1) 

Forsterite 127.4 4.30 1.066 22.599 

Wadsleyite 169.0 4.14 1.185 20.295 

Ringwoodite 187.4 3.98 1.210 18.909 

Perovskite 252.0 4.38 1.700 22.594 

Akimotoite 215.3 4.91 2.000 27.584 

Postperovskite 253.7 4.03 1.670 22.274 

a b c 

Fig. 1. Variation of pressures (a), KT (b), TK′  (c) with compression for Forsterite.

a b c 

Fig. 2. Variation of pressures (a), KT (b), TK′  (c) with compression for Wadsleyite.
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a b c 

Fig. 3. Variation of pressures (a), KT (b), TK′  (c) with compression for Ring-
woodite. 

a b c 

Fig. 4. Variation of pressures (a), KT (b), TK′  (c) with compression for Perovskite.

a b c 

Fig. 5. Variation of pressures (a), KT (b), TK′  (c) with compression for Akimotoite.

a b c 

Fig. 6. Variation of pressures (a), KT (b), TK′  (c) with compression for Postperovskite.
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In addition, the results of pressure KT and TK′  are also in good
agreement with previously reported data computed using thermody-
namic model (electronic configuration) approach equations [21, 22]
and are labelled as Ref in Fig. 1−6, (a−c). 
 The B−M EOS is based on Euler’s strain theory and the Vinet (Ry-
dberg) EOS is based on the Rydberg potential function. Shanker EOS is
derived from the near force constant related to the potential energy
derivative [10, 11]. 

Values of K0 and 0K′ used in the present calculations are given in Ta-
ble 1. The results for P, KT and TK′ as functions of V/V0 down to 0.1 are
given in Fig. 1−6, (a−c). Stacey argued that results based on B−M EOS,
Vinet (Rydberg) EOS, and Shanker EOS agree well with results for For-
sterite, Perovskite, Akimotoite, and Postperovskite studied up to high
compressions. For Wadsleyite and Ringwoodite, the results obtained
from Shanker EOS are relatively close to those based on the electron
contribution equation [21, 22], but fail up to very high compressions.
However, the results obtained from Higher Order Shanker EOS (HOS), 
which uses higher-order terms in this study, are more consistent up to 

higher-order compression, supporting their claim [21, 22] and further
analysis help. 

MgSiO3−MgO System 

It is evident from Figs. 1−6, (a−c) that the values of P and KT calculat-
ed from Eqs. (6) and (7) present close agreement with the values ob-
tained from the HOS EOS, which is consistent with the Stacey EOS and
Electronic contribution equation [21, 22] results for the entire range 

of compressions. 
 On the other hand, the results obtained from the B−M third-order
EOS, the B−M EOS, and the Vinet EOS deviate substantially from the 

Electronic contribution equation [21, 22] at higher compressions; V/V0

is somewhat less than 0.80. 
 An advantage of the present EOS is that it can be written in the in-
verted form also, i.e., V/V0 as a function of pressure. We have studied
the range of applicability of the present EOS for various solids with
different values of 0K′ . It has been found that the present EOS is valid
up to very high compressions for a material with 0 4K′ <  (Ring-
wooditeFig. 3, a−c). For materials with 04 4.38K′< < , (such as For-
sterite, Wadsleyite, and Postperovskite) the EOS holds good down to a
compression of V/V0 = 0.85. In the case of solids with 0 4.38K′ ≥ , such
as Perovskite and Akimotoite, the present EOS holds good only for
small compressions down to about V/V0 = 0.85. 

For the Earth’s lower mantle, we have 0 4K′ <  [1], and therefore the 

present EOS is suitable for studying the variation of densities with
pressure for the entire depth of the lower mantle. 
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Variation of First-, Second-, and Third-Order Grüneisen Parameter
with Pressure 

The ratio of γ is a vital quantity in condensed matter physics as well as
Shockwaves and the field of geophysics. The anharmonicity of solids is
directly linked to the Grüneisen parameter. The greater the value of γ, 
the greater is its anharmonic nature. 
 Important parameters like pressure as well as temperature of the 

metal and core [8, 25]. One way to get the perfect EOS for a solid from
their response to shock-wave loading is to use a specific form of this
dependence in conjunction with Hugoniot shock. That is why it is im-
portant to achieve an independent form of Hugoniot shock or iso-
therm. The Grüneisen ratio, used in shock physics, has not been done so 

far. Therefore, the purpose of the present work we have to find the an-
harmonic behaviour of Forsterite, Wadsleyite, Ringwoodite, Perov-
skite, Akimotoite, and Postperovskite using the values (P, KT and TK′ )
obtained by HOS. 

The Stacey K-primed equation given below: 

0 0

1 1
     1  

P

K

K

K K K
∞′ 

= +
′

− 
′ ′

. (21) 

 The expressions for higher-order pressure derivatives obtained
from (2) due to Stacey [20] are written as follows: 

( )
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K
K

K K K∞
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′

′ . (22) 

The expressions of γ based on Shanker et al. [27] are given below: 

1 P
A B

k
= +

γ
, (23) 

where A and B are material dependent constants: 

01A = γ , (24) 

0

1 1
B K∞

∞

 
=

γ
′ − γ 

. (25) 

 The subscripts 0 and ∞ present values at zero pressure and infinite
pressure, respectively. We have used the following identity at infinite 

pressure [28]. 
 The most important reason for considering (16) at finite pressures is
that it leads to the boundary conditions for higher-order Grüneisen pa-
rameters at infinite pressure which are identical to those derived in the 
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preceding section using the principle of calculus. Equation (16), when
differentiated with respect to pressure, gives 

1
q P

B K
K

 ′= − γ  
, (26) 

where q is the second-order Grüneisen parameter (3). Now, differenti-
ating (20) with respect to P, we find 
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where λ is the third-order Grüneisen parameter (8). (20) and (21) then yield 

1

KK P
K q

P KK
K

 
 ′′

′λ = + + 
 ′− 
 

. (28) 

The input data used in calculations are taken in Table 1, 2. The input
data used in calculations are taken from and P, KT and TK′ values from

HOS EOS ((6)−(8)). Values of KK′′  are determined from (22) of Stacey
and Davis [25]. Values of γ, q and λ at different values of pressure are 

calculated from Eqs. (23), (26) and (28) respectively. The results have
been given here in Fig. 7−12. Values of γ, q and λ for the Forsterite,
Wadsleyite, Ringwoodite, Perovskite, Akimotoite and Postperovskite 

are compared with the corresponding values reported by Stacey EOS
and recent developed HOS EOS. Stacey [20] found that K∞′  is nearly

equal to 0

3

5
K′ . Calculated values of K∞′  reported in Table 2 also vali-

TABLE 2. Values of input data for MgSiO3−MgO System from equations. 

Phase 0K′ A B 0

3

5
K K∞′ ′=

[20 and 25 ] 

1 1

2 6
K∞ ∞′γ = −

[25] 

Forsterite 4.30 0.938 −0.123 2.58 1.123 

Wadsleyite 4.14 0.843 0.213 2.48 1.075 

Ringwoodite 3.98 0.826 0.280 2.38 1.027 

Perovskite 4.38 0.588 0.745 2.62 1.147 

Akimotoite 4.91 0.501 0.781 2.94 1.307 

Postperovskite 4.03 0.598 0.872 2.41 1.042 
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date the Stacey thermodynamic constraint [20, 25]:  1  K ∞∞ > + γ′ . 
 Finally, we discuss that the higher-order thermoelastic properties
obtained in the present study are useful to estimate the cross deriva-
tives of bulk modulus with respect to pressure and temperature. 
 The results based on the Higher Order Shanker (HOS) EOS and the
Stacey EOS are compared in Fig. 7, a−12, c. The difference in the two 

sets of values is substantial at low pressures. The results for the cross
derivatives of bulk modulus with respect to P and T are very sensitive to 

the values of second- and third-order Grüneisen parameter q and appear-
ing in Eq. (19). We have to calculate the higher-order Grüneisen param-
eters, taking the values P, KT and TK′  from two sets: (i) HOS EOS, (ii)
Stacey EOS. These are in good agreement with values obtained in the 

present study. The results obtained in the present study and those re-
ported by Stacey EOS both reveal that values of γ, q and λ for the For-
sterite, Wadsleyite, Ringwoodite, Perovskite, Akimotoite and Post-
perovskite shown in Fig. 7, a−12, c. As pointed out that, the model is
not satisfactory for Forsterite because of KK′′ values become negative.
At finite pressures our values of λ are between 2 and 4 for the lower
mantle, and between 2 and 3 for the core. These values of λ are not 

much different from the Stacey−Davis values which are between 3 and
4 at finite pressures. 

a b c 

Fig. 7. First- (a), second- (b), third- (c) order Grüneisen parameter for Forster-
ite. 

a b c 

Fig. 8. First- (a), second- (b), third- (c) order Grüneisen parameter for Wadsley-
ite. 
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a b c 

Fig.9. First- (a), second- (b), third- (c) order Grüneisen parameter for Ringwoodite. 

a b c 

Fig. 10. First- (a), second- (b), third- (c) order Grüneisen parameter for Perovskite. 

a b c 

Fig. 11. First- (a), second- (b), third- (c) order Grüneisen parameter for Akimotoite. 

a b c 

Fig. 12. First- (a), second- (b), third- (c) order Grüneisen parameter for Postperov-
skite. 
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 Most of the calculations for the Earth interior were performed by
Stacey and Davis (2004) using the reciprocal K-primed equation. λ0

and λ∞ were the exceptions. Subsequently, the method was developed
(Shanker and Singh, 2005; Shanker et al., 2009) for determining λ0 and
λ∞ using the Stacey reciprocal K-primed equation. It should be men-
tioned that the expressions for KK′′  and 

2K K′′′ obtained from the 

Stacey reciprocal K-primed equation when using Shanker equation at 

infinite pressure (Shanker et al., 2009) yield. 

2

0

K

K∞

′
λ =

′
. (29) 

 Equation (29) gives λ∞ = 1.54, 1.48, 1.42, 1.56, 1.79 and 1.44 for
Forsterite, Wadsleyite, Ringwoodite, Perovskite, Akimotoite and
Postperovskite respectively (1.38 for the lower mantle, and 1.81 for
the core). We note from (29) that    K∞∞λ < ′ since 0   K K∞ < ′ . 
 The results for the Forsterite, Wadsleyite, Ringwoodite, Perovskite, 
Akimotoite and Postperovskite given in figs are similar to those report-
ed by Stacey EOS values. γ, q and λ all decrease with the increase in pres-
sure. At infinite pressure, q∞ and λ∞ remain positive finite. It should be 

mentioned that (16) is more suitable for geophysical applications since P
and K both are available directly from the seismological data. 
 An equation of state is physically acceptable only when it satisfies
the thermodynamic constraints [5] viz. K∞′ must be greater than 5/3, 
λ∞ must be positive finite, and λ∞ must be less than K∞′ . In case of the
Birch−Murnaghan equation, we have 3K∞′ = , and λ∞ = 2/3 [8]. This
equation thus satisfies the thermodynamic constraints, but yields the 

pressure-volume data [16], which deviate much from the seismological
data [5]. For the Vinet−Rydberg equation [14], we have 2 3K∞′ = , and
λ∞ = 1/3. Although this equation satisfies the constraint that    K∞∞λ < ′ ,
but it fails to satisfy the fundamental constraint [5] 5 3K∞′ > . 

This equation thus violates the constraints viz. 5 3K∞′ > and λ∞ > 0.
To conclude, a physically acceptable equation of state must satisfy all
the thermodynamic constraints as specified above, and it should be ca-
pable of predicting not only the pressure−volume relationship but also 

the higher derivative thermoelastic properties of materials in agree-
ment with experimental data. The Stacey reciprocal K-primed equation
is found to fulfil these requirements and HOS equations results close to
Stacey EOS results. 
 In the limit of extreme compression V → 0, P tends to infinity, K also 

tends to infinity, but their ratio P/K remains finite. K decreases with
the increase in pressure and attains a minimum constant value K∞′ .
This is because K becomes linear in P (directly proportional to P) in the 

limit of infinite pressure [2, 3]. Under this condition, the following
identity has been found to hold [19, 20]. 
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1P

K K∞ ∞

  =  ′′ 
, (30) 

where the infinite subscript denotes the respective parameter at infi-
nite pressure. (1) displays that the expression [ ]1 /K P K− ′  reaches
zero at extreme pressure and likewise exhibit the variation of α. The 

subsequent expression for α(P) can be written as [23, 24]. 

[ ]0 1 ( / )
t

K P K′−α = α , (31) 

where α0 is the thermal expansion at P = 0 and t is the constant depend-
ent on material properties. The validity of (16) has been demonstrated
for the Earth lower mantle [25] with t = 1.13. The Higher Order Shank-
er equation was used for obtaining thermal expansion and the corre-
sponding input parameters [21] are also tabulated in Table 2. Values of
α(P) with compressions are shown in Fig. 13. The values of thermal ex-
pansion obtained using modified EOS display strong correlation with
the measured data [21, 22]. 

Fig. 13. Variation of thermal expansion (α) for Forsterite (a), Wadsleyite (b), 
Ringwoodite (c), Perovskite (d), Akimotoite (e) and Postperovskite (f) as a 

function of pressure MgO−MgSiO3 system. 
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4. CONCLUSIONS

Shanker Equation of State (EOS) has been modified by including high-
er-order terms. The modified equation has been studied for fundamen-
tal MgO system, and, for validation, it is compared with phenomeno-
logical EOSs. The modified EOS for solids follows Stacey formulation
under high compressions and is more reliable. The results obtained
from modified EOS for MgSiO3−MgO System are found to be in agree-
ment with the experimental data. These results indicates that the cor-
rectness of the modified EOS and confirm that it can be used for de-
termining thermoelastic properties of MgSiO3 system at high pressure 

and high temperatures. 
 The equation’s main feature is fewer input parameters are required, 
which are easily available by experimental studies. These equations
may be frequently employed as the thermal equation of states of
Earth’s minerals. It uses various advanced quantum methods and sim-
ulations at the pressure and temperature of the Earth’s interior. This
study follows the basic laws of thermodynamic in regard to expressions
at high-pressure. It also allows extrapolation to regions for which ex-
perimental data are not available. 
 As fewer studies have been done, so proposed study attempts to in-
vestigate the elastic properties of MgSiO3 system under high pressure.
The results for the Forsterite, Wadsleyite, Ringwoodite, Perovskite,
Akimotoite and Postperovskite, given in Figs. are similar to those re-
ported by Stacey and Davis [25]. As pointed out by Stacey and Davis
(2004), the same formula for an equation of state works satisfactorily
for different phases provided we use appropriate values of input pa-
rameters such as K0′  and K∞′  which are different for the lower mantle,
outer core and the inner core of the Earth. 
 The present HOS EOS results are similar to Stacey EOS (6) proves
particularly advantageous for geophysical applications, as both P
(pressure) and K (isothermal bulk modulus) can be directly obtained
from seismological data. The applicability of the Higher Order Shank-
er Equation of State (HOS EOS) extends beyond geophysics, demon-
strating its relevance in the study of Bulk Metallic Glasses [29]. More-
over, the HOS EOS can be reliably extrapolated to high r pressures, en-
hancing its utility for interpreting recent experiments in high-
pressure research. 
 The ability to apply the same methodology to both complex minerals
and BMGs underscores its robustness and utility in diverse scientific
investigations, making it a valuable tool for researchers exploring a
range of materials and their behaviours. 
 Therefore, the new EOS can contribute to the planning of high-
pressure experiments in the future on compression behaviour of Earth-
forming minerals and solids. 
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Brazing and Metallization of Zirconia Ceramics with Ni−Cr−Ti
Filler to Fabricate Products Operating at High Temperatures 

O. V. Durov and T. V. Stetsyuk  

I. M. Frantsevych Institute for Problems of Materials Science, N.A.S. of Ukraine, 
3 Omeljan Pritsak Str.,  
UA-03142 Kyiv, Ukraine 

Ni−Cr−Ti system is considered as filler for ZrO2-ceramics brazing and metal-
lization because of its high melting temperature. The contact angle near 40° 

is reached for (Ni−56Cr)−15Ti composition; the adhesion is provided by the 

formation of an oxidized titanium transition layer on the interface. A meth-
od of spreading the nickel–chromium melt on titanium plate is elaborated for 

metallization and brazing. A mix of metal powders and an infiltration of 

nickel–chromium melt through titanium powder on ceramics surface or in 

brazing gap are also used. The method of spreading shows the better results 

because high-disperse titanium oxidizes with oxygen from zirconia. 

Key words: brazing, metallization, zirconia, wetting, infiltration, spreading. 

Систему Ni−Cr−Ti було розглянуто як прилюток для лютування та металі-
зації ZrO2-кераміки, зважаючи на її високу температуру топлення. Для 

композиції (Ni−56Cr)−15Ti досягнуто крайовий кут близько 40°; адгезія 

забезпечується утворенням перехідного шару окисненого титану на межі 
поділу. Розроблено спосіб металізації та лютування розтіканням нікель-
хромового розтопу по титановій пластині. Також використано суміш ме-
талевих порошків і просочування нікель-хромового розтопу через титано-
вий порошок на поверхні кераміки або в лютівному зазорі. Метод розті-
кання показав ліпші результати, оскільки високодисперсний титан окис-
нюється Оксиґеном з діоксиду Цирконію. 
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1. INTRODUCTION 

At the moment, the methods of brazing of ceramic materials, including 

zirconia based, have been developed, which provide quite high charac-
teristics of brazed joints [1, 2]. Titanium is used as an adhesive-active 

component of such solders. The disadvantage of these technologies is a 

relatively low melting point of fillers. The operating temperatures of 

such joints do not exceed 600−700°С. However, currently there is an 

increasing need to produce solder joints operating in extreme condi-
tions with operating temperatures of 900−1000°C, while parts contain-
ing these joints are required in many high-temperature use (turbines, 

internal combustion engines, electron beam equipment, fuel cells, elec-
trolysers, etc.). Therefore, it is important to develop methods for ob-
taining ceramics compounds with high operation temperature. Basical-
ly, such technologies are developed for oxygen-free ceramic materials 

[3−7]. Zirconium is by a solder in many applications, but is little used 

for oxide ceramic materials. Therefore, it is important to test high-
temperature active metal melts as fillers for ZrO2-ceramics brazing or 

metallization. 

2. MATERIALS AND METHODS 

Dense ceramics based on zirconia, partially stabilized 3.5 at.% of yt-
tria, high purity nickel, chromium (not lower than 99.997%), iodide 

titanium, high-pure powders of nickel, chromium, and titanium were 

used in the experiments. The composition of nickel–chromium (54 

at.% Cr) alloy corresponding to eutectic one [8], with the melting point 

of 1618 K, was chosen as a solvent of active metal, to which various 

amounts of titanium were added. This composition has relatively low 

melting temperature and high enough concentration of chromium 

providing the heat resistance. This alloy was prepared by remelting 

appropriate amounts of components in vacuum in alumina crucibles. 
For brazing experiments, titanium foil 0.2 mm thick was also used. 
 Surfaces of ceramic samples for wetting experiments were polished 

with a diamond paste of 0.7−0.3 µm. In the brazing operations, ceramic 

disks of 10-mm diameter were joined to disks of 15-mm diameter. 
 Wetting was studied by the sessile drop method at 1350°C. The ex-
periments were performed in vacuum no worse than 10−3

 Pa; images of 

the drops were obtained using a high-resolution digital camera. 
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 Three methods for metallization or brazing were used. 
 For the first method, a mix of chromium, nickel and titanium pow-
ders was prepared and was painted on the surface of the ceramic for 

metallization or in the brazing gap. Then, samples were dried and an-
nealed in vacuum. 
 For the second technique, titanium powder was applied to the sur-
face of the ceramic disk or in the brazing gap between the joined discs. 
After drying, the samples were weighed, and a piece of Ni−54Cr alloy 

was situated on the layer of Ti powder; samples were annealed in vacu-
um. Titanium powder is easily impregnated with metal melts, then, 
dissolves in them and acts as an active addition that provides metal ad-
hesion to solid oxide. 
 According to the third technique, on the surface of ZrO2-ceramics or 

between the brazed details, a titanium plate of 0.2-mm thickness was 

situated, on it placed a piece of Ni−54Cr alloy; the samples were an-
nealed in vacuum. After melting, the nickel–chrome-liquid filler 

spreads on the titanium plate, covering the surface intended for metal-
lization or penetrating into the brazing gap, and dissolves the titani-
um, thus, formed a melt with high adhesion to ZrO2. 

3. RESULTS AND DISCUSSION 

The results of experiments on wetting of the ZrO2-ceramics by 

Ni−Cr−Ti melts are presented on Fig. 1 as the dependence of the con-
tact angle on the atomic concentration of titanium in melt. 
 The addition of titanium improves significantly wetting of ceram-
ics; at 15% of titanium, the contact angle is of about 40°. This is 

enough for brazing [9]. In addition, it needs to note that the equilibri-
um contact angles were reached during not more than 5 min; it is fast 

 

Fig. 1. The dependence of contact angle on titanium concentration in Ni−54Cr 

melt for wetting of ZrO2-ceramics. 
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enough. The darkening of ceramics was observed, apparently due to 

the loss of oxygen with the formation of a non-stoichiometric phase, 
which is characteristic for contact of zirconia and metal melts contain-
ing titanium [10]. Unlike [10], where dark areas with a strict boundary 

were formed in the volume of ceramics, in these experiments, ceramic 

samples darkened within all volume. Since the spread of the dark area 

is a diffusion process [10], its acceleration in these experiments is ex-
plained by the increase in temperature that intensifies diffusion. 
 From the sample, where the drop of the (Ni−54Cr)−10Ti melt solidi-
fied on the ceramic surface, the cross-section was fabricated; the mi-
crophotography of the ceramics–-metal interface after etching with 

nitric acid is represented in Fig. 2. 
 The alloy of the solidified drop has a eutectic structure (dark areas 

correspond to a phase rich in nickel) consisting of a matrix enriched 

with nickel, where grains of a phase enriched with chromium are dis-
tributed. There are no noticeable differences in the distribution of 

nickel or chromium near interface and in the depths of the drop. A thin 

transition layer presents in the interface; probably, it consists of oxi-
dized titanium, providing adhesion of the metal to the solid oxide, as in 

other systems [9]. The thickness of the layer is uneven; obviously, it 

has an island structure. 
 Since sufficient wetting was reached and the adhesion of the drop to 

the substrates was high, the (Ni−56Cr)−15Ti composition was tested as 

filler for brazing and metallization of the ZrO2-ceramics by the meth-
ods described above. The temperature was of 1350°C; holding time—
5 min. Photographs of some samples are represented in Fig. 3. 
 In all metallization methods, satisfactory results were obtained: the 

metal layer was kept on the surface of the ceramics firmly enough. 
When using the method of the nickel–chrome on the titanium plate 

 

Fig. 2. Microphotography of the ceramics–metal interface for the 

(Ni−54Cr)−10Ti drop solidified on the surface of ZrO2-ceramics after the etch-
ing. 
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spreading, the metal surface was the cleanest and homogeneous 

(Fig. 3, a); for methods using a mixture of powders and the infiltration 

of the nickel–chromium melt through the layer of titanium powder, 
signs of coating oxidation are noticeable. 
 The shear strength of the joints brazed using the mixture of powders or 

infiltration was no more than 40 MPa. However, the strength of the joints 

obtained by spreading of the solder on the titanium plate was of 

86−98 MPa; the Weibull plot for these strength values is presented in 

Fig. 4. 
 Low strength for the method using a mixture of powders can be ex-
plained by the presence of contaminations adsorbed from air in the 

powders. In the case of infiltration, annealed titanium powder was 

used, so the influence of contamination is excluded. 

  
a b 

Fig. 3. Samples of ZrO2-ceramics metallized (a) and brazed (b) by nickel–
chromium melt spreading on titanium plate. 

 

Fig. 4. The Weibull plot for shear strength of ZrO2-ceramics to itself joints 

brazed by spreading of nickel–chromium melt on titanium plate. 
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 Therefore, the following explanation can be suggested: the high-pure 

high-active titanium powder is in a closed contact with ceramics, and the 

mobility of anions in the structure of zirconia at brazing or metallization 

temperature is also sufficient [11], so, oxygen from ZrO2 interacts with the 

titanium powder oxidizing it. As result, the quality of metal coatings and 

brazing joints degrades. To check this assumption, a sample of ceramics 

with titanium powder applied to its surface was annealed in vacuum at 

1350°C 15 min. The ceramic has darkened and more intensively near the 

covered with titanium surface (Fig. 5). Therefore, titanium powder on the 

surface of the zirconia can indeed be oxidized by oxygen from the substrate 

at the experimental temperatures. 

4. CONCLUSION 

The Ni−Cr−Ti system may be used for metallization and brazing of 

ZrO2-ceramics. The method of spreading of nickel–chromium melt on 

titanium plate was elaborated and shown the better results in compari-
son to methods with using of powders, because high-disperse titanium 

oxidizes by oxygen from zirconia. 
 The results obtained open up the possibility of producing brazed and 

metallized products for high-temperature applications. 
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Structure and Mechanical Properties of Heat-Treated 

D16 Aluminium-Alloy Welded Joints Made with a Consumable 

Electrode after Heat Treatment 
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The extent of the influence of heat treatment on structural features and me-
chanical properties of 6-mm D16 alloy and its welded joints made by a con-
sumable electrode with application of two isolated filler wires or embedded 

elements of different chemical composition is established. Wires of Zv1201, 
ZvАК5, ZvАК12 grades of 1.6-mm diameter and embedded elements cut out 

of V92, V96 and 7056 alloys are used for welding. 

Key words: aluminium alloy, consumable-electrode welding, joining, heat 

treatment, microstructure, mechanical properties. 

Встановлено ступінь впливу термічного оброблення на структурні особ-
ливості та механічні властивості стопу Д16 товщиною у 6 мм та його звар-
них з’єднань, виконаних топкою електродою із застосуванням двох ізо-
льованих присадних дротів або втілених елементів різного хемічного 

складу. Для зварювання використано дріт марок Зв1201, ЗвАК5, ЗвАК12 

діяметром у 1,6 мм і втілені елементи, яких було вирізано зі стопів В92, 
В96 і 7056. 

Ключові слова: алюмінійовий стоп, зварювання топкою електродою, 
з’єднання, термооброблення, мікроструктура, механічні властивості. 
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1. INTRODUCTION 

Heat-hardenable D16 aluminium alloy (Al−Cu−Mg) is used with success 

in different mechanical engineering sectors, as it is characterized by a 

unique combination of mechanical properties, due to chemical composi-
tion of chemical elements (Table 1). The range of its semi-finished 

products is rather wide [1−5]. The main precipitation phases are 

CuAl2(θ) and Al2CuMg(S). At the ratio of Cu/Mg ≤ 2.6, the structure 

contains S-phase, which is the main phase in D16 alloy strengthening. 
At the ratio of Mg/Si = 1.73, Mg2Si phase forms in addition to it. 
 In the cast state, the alloy structure is non-equilibrium. It consists 

of the solid solution and precipitates of intermetallic phases, located 

along the grain boundaries and between the dendrite axes in the form 

of pseudoeutectic. This one results in a low strength level (185−200 

MPa) of the alloy, as well as low ductility, compared to other structural 
aluminium alloys (Table 2). At process heating, the alloy demonstrates 

a high capability of structural equilibrium due to the influence of the 

mechanism of all the alloying element transition from the equilibrium 

state into the solid solution [1, 4, 6, 7]. Therefore, the alloy chemical 
composition was selected taking this physical phenomenon into ac-
count. In the wrought state, this effect develops faster than in the cast 

one. During decomposition of oversaturated solid solution, the 

strength is increased, but the ductility values are decreased. In the 

thermally strengthened condition, the alloy is characterized by some-
what higher strength (210−230 MPa), depending on temperature–time 

heat treatment modes. In the annealed state, the value of D16 alloy 

ductility is satisfactory3−6%. 
 To prevent cracking in the metal and lower the degree of its buck-
ling, the alloy is quenched from the temperature of 500 ± 5°С in cold 

water of 20−40°С. In the case, when the alloy stays at room tempera-
ture for 90−100 h, it demonstrates the capability for natural (zonal) 
ageing [6]. Ultimate tensile strength of the alloy after quenching is in-
creased by 110 MPa, compared to the annealed state. An increase in 

ultimate tensile strength by 100 MPa is observed in this case. The level 

TABLE 1. Chemical composition and mechanical properties of 6-mm D16 alloy. 

Mg Cu Mn Si Fe Zn Е, GPa 
σt σ0.2 σ0.01 

δ5, % 
MPa 

1.4− 
1.7 

4.0− 
4.5 

0.34− 
0.53 

0.16− 
0.19 

0.21− 
0.22 

0.07− 
0.11 67−71 217− 

221 
106− 
115 

79− 
89 6−18 
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of mechanical properties of the alloy after quenching and natural age-
ing reaches σt = 470 MPa, σ0.2 = 300 MPa, δ = 19%. Wrought sheets are 

often subjected to artificial (phase) ageing at temperature conditions 

of 190 ± 5°С for 12−13 h [4−6]. 
 At the same time, the main disadvantage of the alloy remains to be 

its sensitivity to process heating. It is exactly what provokes initiation 

of ‘hot cracks’, as a result of a non-uniform distribution of alloying 

elements in the alloy structure, as well as formation of complex phase 

compounds, etc., the appearance of which lowers the mechanical prop-
erties of base metal and its welded joints. That is why, technologies 

aimed at cracking prevention and raising the level of its respective 

characteristics are applied in fabrication of critical structures from 

this alloy. Different technological approaches are used for this pur-
pose: from application of advanced solid-phase welding technologies to 

manufacture of integral welded structures [5]. 
 Note that the technological advance in welded structure fabrication 

is directly associated with solving a number of complex, but inter-
related science and technology problems. Development of new more 

functional structural materials, as well as improvement of the chemi-
cal composition and properties of the traditional alloys result in the 

demand and need for a thorough study of their joining processes. At 

the same time, arc-welding technologies remain the most common 

methods of joining parts and components in structure fabrication [4]. 
This is promoted by flexibility of processes realization, their cost, as 

well as the availability and degree of acceptance by industry of the 

normative documents, required for reproduction of the respective 

welding modes under the shop conditions. The main requirements here 

TABLE 2. Effect of heat-treatment on hardness of D16 alloy welded joints, 
made by consumable electrode with batch-produced Zv1201 filler wire and Si-
containing wire. 

State of base 

metal and 

welded joint 

Hardness, HRB 

BM 
Zv1201 Zv1201 + ZvАК5 Zv1201 + ZvАК12 
Weld WJ HAZ Weld WJ HAZ Weld WJ HAZ 

After welding 

and natural 
ageing 

65−67 

88−89 60−89 59−65 89−90 62−87 60−65 89−90 62−87 59−65 

Welding + 

artificial 
ageing 

88−88 79−87 63−66 95−96 74−90 60−65 96−98 78−94 61−66 

Welding + 

quenching + 

artificial 
ageing 

100− 
102 

94−95 97−98 96−99 94−95 97−98 99− 
101 

93−95 95−98 99− 
101 
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are stability of the weld structure quality and higher efficiency of pro-
duction lines for welded structure fabrication. 
 Considering the technological advantages of arc technologies, it 

should be noted that the low speeds of tungsten electrode welding of 

aluminium alloys from the viewpoint of industrial requirements, re-
strain production of sound welds. Plasma-arc welding is too expensive 

now, and it does not ensure the appropriate production flexibility of 

the process under the conditions of its plant realization, unlike the 

consumable electrode joining technology [7]. This is due to a relatively 

low value of heat input into the process proper that allows it to be au-
tomated and integrated into the production line. However, there re-
main the consequences of the impact of physical conditions of liquid 

metal solidification in the weld pool, during which such undesirable 

phenomena as segregation and formation of various technological de-
fects may arise, lowering the joint properties. 
 Chemical composition of filler wires is one of the main tools for weld 

structure improvement and producing the required mechanical and 

service characteristics of the joints in welded structures. Note that the 

effectiveness of their influence on the mechanical properties is di-
verse, as it depends on the alloying degree of the wires proper [1−4]. 
Two or three filler wires (electrodes) are sometimes used for improve-
ment of the production process of structure welding. It allows modify-
ing the weld structure, and, this way, eliminating the causes for defect 

formation in the deposited metal. A similar effect was also obtained in 

multipass welding with rotation. In this case, the change of defor-
mation and stress concentration along the weld axis allowed increasing 

the joint strength level by 10% and the relative elongation level by 4% 

[7, 8]. 
 Recovery of the properties of heat-hardenable aluminium alloys and 

their joints is often observed, when various heat treatment modes are 

used [9−11]. It is achieved due to realization of two mechanisms of al-
uminium-alloy strength improvement: formation of precipitate dis-
persion or solid solution strengthening and alloy quenching; alloying 

element dissolution in the solid solution and their further precipita-
tion in the form of submicroscopic coherent particles [1, 2]. The opera-
tion of artificial ageing, denoted as Т81, is the most common in pro-
duction, as it increases the strength level. Such an increase in strength 

is also observed at its combination with subsequent deformation of 

metal up to 8% (Т37 condition), which is performed at 163°С for 24 

(36) h. However, the ductility values decrease almost two times with 

both the technologies. A simultaneous increase of strength and ductili-
ty characteristics is reported as a result of performance of a full heat-
treatment cycle (Т62 condition). In this case, first, the metal is 

quenched in water with cooling from the temperature of 500 ± 5°С, and 

then, the operation of artificial (phase) ageing is performed for 12 h at 
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the temperature of 190 ± 5°С [12, 13]. As the cooling rate during 

quenching determines the structure morphology and residual stress lev-
el, i.e., it has an essential influence on the mechanism of formation of 

coarse nonequilibrium phases, it is given special attention [5]. Elimina-
tion of some phases or their additional precipitation in the structure 

promotes partial or complete recovery of the mechanical properties, so 

that, it is rational to conduct a more detailed study of the effectiveness 

of heat treatment modes of D16 alloy joints made by a consumable elec-
trode with two isolated wires. 
 In connection with the above ideas, the objective of the study was to 

establish the features of microstructure formation in D16 alloy welds 

made by a consumable electrode with application of batch-produced 

filler wires or embedded elements after heat treatment by different 

technologies, and to compare these results with base metal properties. 
Batch-produced wires of Al−Si system were selected for this purpose, 

namely, ZvАК5 (Al−5.5% Si) and ZvАК12 (Al−12% Si) with silicon. Its 

presence promotes appearance of a considerable number of low-melting 

eutectics capable of lowering the risks of solidification crack and pore 

formation in welding of D16 alloy or ensuring the conditions for their 

healing during weld solidification. The following zinc-containing al-
loys were used as embedded elements: V92 (Al−0.5% Cu−4.2% 

Mg−3.5% Zn), V96 (Al−2.3% Cu−2.6% Mg−8.5% Zn) and 7056 

(Al−1.65% Cu−1.8% Mg−9.5% Zn). Butt joints were welded by the fol-
lowing technology variants: Zv1201 + ZvАК5; Zv1201 + ZvАК12; 
Zv1201 + V92; Zv1201 + V96; Zv1201 + 7056. Research results were 

compared with those of the joints produced with one wire of Al−Cu sys-
tem of Zv1201 grade (Al−6.3% Cu−0.3% Mn). Proceeding from analy-
sis of the features of the structure and mechanical properties of the 

specimens, cut out in different sections of the welds, an optimal com-
bination of filler wire chemical composition was determined, applica-
tion of which enables producing permanent joints of D16 alloy, in keep-
ing with the requirements to and purpose of the welded structure. The 

above methodology was selected in connection with the fact that phase 

growth occurs during liquid metal solidification and formation of weld 

microstructure on its boundary along the front [1]. The extent of this 

phenomenon is determined by temperature gradient on the interface of 

the solid solution and the phases, as well as the pattern of distribution 

of the solution, the morphology of which changes from the cellular to 

the dendritic one. 
 The operation of artificial ageing by the mode of Т = 190 ± 5°С for 

12 h was selected to determine the range of effectiveness of the above-
mentioned heat treatments, as it ensures the maximum strength level 
and stability of the structure in time [2−4]. Another studied technolo-
gy variant was application of a full heat treatment cycle, i.e., quench-
ing of D16 alloy welded joints (welded butt joint heating up to the tem-
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perature of Т = 500 ± 5°С and soaking for 1 h with cooling in water and 

further artificial ageing by the mode of Т = 190 ± 5°С for 12 h). Selec-
tion of the above technological conditions of welded joint treatment 

was performed, taking into account the known data [1, 4, 5], which 

show that at D16 alloy quenching the brittle intermetallic interlayers 

between the grains almost completely go into the solid solution, and, 
thus, they can ensure a higher level of joint ductility. The driving 

force of this process is determined by the degree of solid solution over-
saturation in the alloy, features of its structural morphology, dimen-
sions or dispersion of phase inclusions, precipitating during heat 

treatment. 

2. EXPERIMENTAL PROCEDURE 

Before welding, D16 alloy blanks were traditionally treated in 10%-
NaOH solution and clarified in 13%-HNO3 solution. Consumable-
electrode welding of the blanks was conducted in a horizontal position. 
For practical realization of the process, technological equipment was 

improved, which ensured simultaneous mechanical feeding of two in-
sulated wires into a common pool. The wires were fed into the pool ac-
cording to standard requirements, i.e., directly from the face surface of 

the butt joints being welded. Modes of the joining process and condi-
tions of wire feed synchronization directly during welding were also 

optimized. 
 To expand the technology variants, embedded elements of 2×2×2.5-
mm size of V92, V96 and 7056 aluminium alloys with different zinc 

content were also used, which were located in the lower part of the 

butt. Zn, Mg, Cu, Mn and Zr chemical elements, which are included in-
to the composition of these alloys, ensure physic-chemical conditions 

for formation of a fine-grained structure of weld metal, which pro-
motes its strengthening under the conditions of subsequent heat 

treatment of welded joints [1]. 
 The value of welding heat input was selected from the condition of a 

minimal value required for complete penetration of this alloy thick-
ness, that is why the process of butt joining was conducted in the fol-
lowing mode: Іw = 240−250 A, Ua = 20−21 V, welding speed here was 

equal to 31−33 m/h. The width of butt welds was almost the same from 

the face and penetration side, being in the range of 9−11 mm. The pro-
cess was realized with application of a forming backing, as it is known 

that when it is used growth of columnar crystallites in the two-
dimensional direction takes place, and it influences the joint quality 

[4]. Modulation of the main mode parameters with cycle duration peri-
od of 2.2 + 0.2 s created necessary thermophysical conditions, when 

control of the process of drop transfer from the main wire of Zv1201 

grade and formation of the appropriate shape of the weld pool and weld 
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structure are improved. It increases the amount of oversaturated solid 

solution and the density of precipitates of dispersed particles of the 

strengthening phase during solid solution decomposition. 
 The quality of D16 alloy weld formation was assessed visually and by 

x-ray method (GOST 7512 [13]) in RAP-150/300 X-ray unit. Weld 

metal density was controlled in Densitometer DP-30 instrument. 
 The welded butt joints were used to prepare specimens for mechani-
cal testing, in keeping with the requirements of normative document 

GOST 6996 [14]. Mechanical tests were conducted by a procedure, de-
scribed in GOST 1497 [15]. Here, Instron-1126 machine was used, the 

speed of its crossbeam displacement being 6 mm/min. The load and de-
formation values at specimen testing were recorded by a personal com-
puter that allowed further on calculating the values of ultimate tensile 

strength (ultimate strength of welded joints (σt
WJ) and weld metal 

(σt
WM) of welded joints). Obtained experimental results allowed estab-

lishing their sensitivity to the thermal cycle of consumable electrode 

welding and assessing the coefficient of welded joint strength, com-
pared to base metal strength level (KW = σt

ws/σt
bM

 or KW = σt
WM/σt

bM). 
 After welding and heat treatment by two modes, the general state of 

the joints and their deformability under the conditions of three-point 

bending with load application from the weld root side as bend angle (α) 
(GOST 14019-80) were studied, and the derived results were compared 

with base metal values. Technological reinforcement and weld root 

here were machined to required dimensions. 
 Heat treatment of the specimens before tensile testing was per-
formed in keeping with the above technology variants: artificial age-
ing and full heat treatment (quenching and artificial ageing). Selection 

of the mode of joint heat treatment was performed, taking into account 

the processes of dispersed precipitation of phase particles, solid solution 

strengthening, brittle intermetallic dissolution that promotes higher 

ductility of D16 alloy [1]. Precipitation of dispersed particles of AlCu2 

phase was observed at artificial ageing, their presence in the metal in-
creasing this alloy strength. The effectiveness of the above processes 

was determined during investigations, with recording of the structural 
morphology and size of phase inclusions in different zones of welded 

joints. 
 Brinell hardness HB was evaluated with the purpose of a better sub-
stantiation of selection and development of the respective technologi-
cal measures on optimization of the modes of D16 alloy welding and 

heat treatment of its welded joints. The degree of strength lowering 

was recorded in Rockwell instrument at load Р = 600 N, by a 1/16 inch 

sphere (measurement point spacing was 2 mm). All the obtained hard-
ness values were specified by normative document GOST 9012-89 [16]. 
Hardness measurements were conducted on the surface of the studied 

welded butt joints, cut out across the welding direction. Determination 
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of the above parameter was based on the existence of a connection be-
tween the structural state and mechanical properties [1, 2]. 
 Metallographic examination of base metal and welded joints was 

performed in ММТ-1600V microscope, using butt joint sections cut 

out across the rolling direction of the semi-finished products. Micro-
structural features were revealed by electrolytic polishing in a solution 

of the following composition: chloric acid 1000 cm3
 + ice acetic acid 

75 cm3. 

3. INVESTIGATION RESULTS AND DISCUSSION 

Dissolution of alloying elements in the aluminium solid solution and 

formation of submicron particles of the second phase take place in al-
uminium alloys during heat treatment, as is known from works 

[1, 3, 4]. That is why, in order to determine the most influential tech-
nology factor, which improves the mechanical properties of D16 alloy 

welded joints, heat treatment of butt joints was followed by studying 

their microstructural features, achieved due to two isolated wires of 

different chemical composition, or embedded elements, the composi-
tion of which is given above. 
Metallographic Investigations. Analysis of the alloy microstructural 
features showed that during consumable electrode welding at the speed 

of 32−33 m/h, high-temperature heating of the metal and its further 

cooling cause formation of a heterogeneous structure in the joint zone, 
inherent to fusion arc welding processes. The extent of structural 
transformations and volumes of precipitation or dissolution of the 

forming phases are determined by the term of the respective metal re-
gion staying in particular temperature ranges, which are due to weld-
ing speed. The processes of diffusion of alloying elements and addi-
tives included into the composition of this alloy, filler wires and em-
bedded elements, determine the nature of local structural features in 

all the zones of the welded joint (Figs. 1−5). By the data of Refs. [4−9], 

during welding of alloys of D16 type, up to 7 diverse phase inclusions 

are usually observed in its structure. Some of them belong to interme-
diate ones, for instance, metastable θ′ phase, which later on transforms 

into a stable equilibrium θ(CuAl2) phase. 
 Weld microstructure is determined by chemical composition of the 

alloy and main Zv1201 wire. Structural morphology is quite homoge-
neous; it consists of solid solution and fine inclusions of CuAl2 phase, 
as well as eutectic of (α + CuAl2) type, characteristic for this alloying 

system. Inclusions of oxide films or microcracks are not observed in 

the welds, but individual pores of up to 0.1 µm size are found in the 

sites of excess phase precipitates. Their number and arrangement de-
pend on chemical composition of additional filler materials. Fine equi-
axed crystallites are found in the weld central part, and in the periph-
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eral zone (line of its fusion with base metal), these are crystallites, ori-
ented in the direction of the heat removal vector. A narrow zone of fine 

columnar crystallites is observed on the fusion boundary in the HAZ 

and eutectic interlayers are found near the intermetallic phase inclu-
sions, which were formed at heating above the non-uniform solidus 

temperature [1]. 
 Modification of the structure of welds formed as a result of feeding 

additional wire into the metal pool is cellular–dendritic, typical for arc 

welding with high density and dispersion of phase particle precipitates 

(Figs. 1−5). 
 A diverse nature of phase precipitates is observed across the entire 

weld thickness as the crystallites grow. This is attributable to a change 

of metal pool solidification rate in a wide range relative to the direc-
tion of the torch displacement at the specified welding mode. At appli-
cation of ZvАК5 and ZvАК12 wires, an increase in the amount of low-
melting eutectics is recorded in the structure of the weld and in the re-
gion of partial melting of the grains, predominantly on intercrystal-
line boundary. As at the specified welding mode, the solidification rate 

 Seam Fusion zone Heat affected zone 

a 

   

b 

   

c 

   

Fig. 1. Microstructure of D16 alloy welded joints made with batch-produced 

wire of Zv1201 grade: after welding (a), artificial ageing (b), and full heat-
treatment cycle (c). ×320. 
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changes in a broad range relative to weld width, a significant change in 

the nature of phase precipitates occurs with crystal growth. Eutectic 

precipitates of particles in the weld centre, where the solidification rate 

is higher, have thinner walls (10−15 µm) of intercrystalline layers, and 

the cell width is 8 µm smaller than near the fusion boundary (39−35 µm). 
A non-uniform degree of the change of phase-structural state of the 

metal leads to anisotropy of structural regions in the case of application 

of embedded elements in welding, Mg (Zn2AlCu) and Mg3Al2Zn3 interme-
tallic phase compounds are found in the structure. Zinc content in the 

applied elements determines them in the weld volume. Eutectic phase 

precipitation is observed predominantly on the intercrystalline bounda-
ry. 
 Performance of artificial ageing does not change the overall struc-
ture pattern, but it promotes increase of the number of strengthening 

phase precipitates in the intercrystalline gap (Fig. 2). Their number 

depends on their presence in the alloy or filler materials. It allows ob-
taining an oversaturated solid solution, which provides the respective 

 Seam Fusion zone Heat affected zone 

a 

   

b 

   

c 

   

Fig. 2. Microstructure of D16 alloy joints produced with isolated 

Zv1201 + ZvАК5 wires into one a common pool: after consumable-electrode 

welding (a), artificial ageing (b), and full heat-treatment cycle (c). ×320. 
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set of properties of welded joint specimens. Conducting full heat 

treatment, i.e., quenching and artificial ageing of the studied welded 

joints of D16 alloy, significantly changes the location morphology of 

the phases, strengthening the metal. Their dispersion and number in-
crease in all the zones (Fig. 3). This is due to the rate of decomposition 

of oversaturated solid solution during metal cooling in water at 

quenching. The shape and pattern of distribution of phase precipitates 

are related to chemical composition of the used materials. In the case of 

application of both ZvАК5 or AzАК12 wires and embedded elements 

from V92, V96 and 7056 alloys in welding, the number of phase inclu-
sions in the crystalline structure volume is directly proportional to sil-
icon presence in the composition of the wire and of zinc in the embed-
ded elements. 
Evaluation of Hardness Value. Measurement of the mentioned metal 
characteristic in different joint zones, namely, in the weld, on the fu-
sion boundary and in the HAZ confirmed the above-given regularities 

of irreversible structural–phase transformations, taking place at high 

 Seam Fusion zone Heat affected zone 

a 

   

b 

   

c 

   

Fig. 3. Microstructure of D16 alloy welded joints produced with isolated 

Zv1201 + ZvАК12 wires into a common pool: after consumable-electrode 

welding (a), artificial ageing (b), and full heat-treatment cycle (c). ×320. 
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temperatures in welding D16 alloy. Modification of the structure of 

welds formed as a result of feeding additional wire into the metal pool 
is cellular-dendritic, typical for arc welding with high density and dis-
persion of phase particle precipitates (Figs. 1−5). 
 A diverse nature of phase precipitates is observed across the entire 

weld thickness as the crystallites grow. This is attributable to a change 

of metal pool solidification rate in a wide range relative to the direc-
tion of the torch displacement at the specified welding mode. At appli-
cation of ZvАК5 and ZvАК12 wires, an increase in the amount of low-
melting eutectics is recorded in the structure of the weld and in the re-
gion of partial melting of the grains, predominantly on intercrystal-
line boundary. As at the specified welding mode, the solidification rate 

changes in a broad range relative to weld width, a significant change in 

the nature of phase precipitates occurs with crystal growth. Eutectic 

precipitates of particles in the weld centre, where the solidification 

rate is higher, have thinner walls (10−15 µm) of intercrystalline lay-
ers, and the cell width is 8 µm smaller than near the fusion boundary 

 Seam Fusion zone Heat affected zone 

a 

   

b 

   

c 

   

Fig. 4. Microstructure of welded joints of alloy D16 after welding with a fusi-
ble electrode and artificial ageing: ZSv1201 + 7056 (Zn = 9.5%) (a), 
Zv1201 + B96 (Zn = 8.5%) (b), Zv1201 + B92 (Zn = 3.5%) (c). ×320. 
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(39−35 µm). A non-uniform degree of the change of phase–structural 
state of the metal leads to anisotropy of structural regions in the HAZ. 
In the case of application of embedded elements in welding, Mg 

(Zn2AlCu) and Mg3Al2Zn3 intermetallic phase compounds are found in 

the structure. Zinc content in the applied elements determines them in 

the weld volume. Eutectic phase precipitation is observed predomi-
nantly on the intercrystalline boundary. 
 Distribution of hardness values practically reflects the kinetics of 

solid solution decomposition process and distribution pattern of de-
composition products in the matrix during welding and heat treat-
ment. Their dependence on chemical composition of the applied filler 

wires and/or embedded elements, thermal cycle of welding and heat 

treatment modes was established. 
 One can see from the data in Tables 2 and 3 that the change of the 

morphology of liquid eutectic phase distribution and temperature 

ranges of weld solidification in case of application of silicon-
containing wires, causes an increase in primary dendrite dimensions in 

welds as a result of higher liquid eutectic mobility in the intergranular 

space and lowering of their formation temperature. Hardness level in 

this technology variant varies in the range of 12.5−20.1 units. Such a 

pattern of hardness distribution is due to interaction of alloying ele-
ments of the alloy and of filler materials under the temperature–time 

 Seam Fusion zone Heat affected zone 

a 

   

b 

   

c 

   

Fig. 5. Microstructure of welded joints of alloy D16 after welding with a fusi-
ble electrode and a full cycle of heat treatment: Zv1201 + 7056 (Zn = 9.5%) (a), 
Zv1201 + B96 (Zn = 8.5%) (b), Zv1201 + B92 (Zn = 3.5%) (c). ×320. 
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conditions of consumable-electrode welding [5]. Modulation of the 

main parameters of welding mode with cycle time of 2.2 ± 0.2 s created 

the necessary thermo-physical conditions. This is accompanied by im-
proved control of the process of drop transfer from the main wire, pro-
ducing the appropriate metal pool shape and formation of a dense 

structure of welds. Such conditions ensure an increased amount of the 

solid solution, and promote higher density of precipitates of dispersed 

particles of the hardening phase, that influences the joint hardness. 
 By their analysis data, a slight increase (5−7%) in the level of hardness 

of the weld metal and zone of its fusion with the base metal is observed, 
after artificial ageing of the joints made with batch-produced ZvАК5 and 

ZvАК12 wires. This is, probably, due to a small number of secondary 

phase inclusion precipitates, found along the crystallite boundaries in the 

welds and base metal grains, and influencing the structure strength. In 

the HAZ, this value grows by only 3−5 units and reaches the base metal 
level in the naturally aged condition (59−65 units). 
 Application of embedded elements (from V92, V96 and 7056 alloys) 
as additional materials also causes an increase of metal hardness level 
by 2−5 units in different zones of the joint, compared to joints, made 

by batch-produced wires. The level of hardness value is determined by 

the amount of zinc in the composition of the respective additional em-
bedded elements (Table 3). 
 Conducting a full cycle of welded joint heat treatment ensures a 

more significant increase in hardness value in all the structural zones. 
Irrespective of silicon presence in the filler wire, its level increases by 

25−30% (Tables 2, 3). The greatest effect of hardness increase is ob-
served in the weld. Similar to artificial ageing, hardness value depends 

TABLE 3. Influence of heat treatment on hardness of D16 alloy welded joints 

made by consumable electrode using batch-produced Zv1201 filler wire and 

embedded elements from Zn-containing alloys. 

State of base 

metal and 

welded joint 

Hardness, HRB 

BM 
Zv1201 + 7056 inserts Zv1201 + V96 inserts Zv1201 + V92 inserts 
Weld WJ HAZ Weld WJ HAZ Weld WJ HAZ 

After welding 

and natural 
ageing 

65−67 

90−91 61−87 59−65 89−90 61−85 59−65 89−90 62−88 60−65 

Welding + 

artificial 
ageing 

87−90 82−90 58−65 92−92 70−91 59−65 90−93 72−93 63−66 

Welding + 

quenching + 

artificial 
ageing 

100− 
102 

98−99 100− 
101 

100− 
102 

99−99 100− 
101 

99− 
102 

98−99 100− 
101 

97− 
102 
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on silicon content in the additional filler wires. In the fusion zone, the 

difference in hardness values is just 1−2 НВ, and in the heat-affected 

zone these values are similar. 
 Hardness level of D16-alloy base metal, which was artificially aged, 
increases by almost 10% relative to this value in the naturally-aged 

state, and it is equal to 100−102 НRВ (Tables 2, 3). Performance of the 

full cycle of heat treatment of the joints, welded with embedded ele-
ments, creates a similar pattern of hardness change. Its level rises by 

2−5 НRВ, compared to joints made with application of silicon-
containing filler wires. The hardness effect is determined by the 

amount of zinc in the additional materials. 
Evaluation of Mechanical Properties. During mechanical tests for 

static tension, fracture of D16-alloy welded joints takes places in the 

HAZ subzone, where metallographic analysis revealed centres of for-
mation of a network of brittle intermetallic phases located along the 

grain boundaries, because of grain coagulation. The fracture relief re-
tains tough fracture regions, which is indicative of the mixed mode of 

joint destruction. In case of application of ZvАК5 and ZvАК12 filler 

wires, the ultimate strength of welded joints was equal to 

186−188 MPa, on average, and that of weld metal was 180−187 MPa. 

Here, ductility value (bend angle) varied in the range of 27−44 degr. 
(Table 4). That is, during consumable-electrode welding, favourable 

conditions are in place for physicochemical interaction of alloying ele-
ments and additives of base metal and wires, containing silicon. It ad-
ditionally expands the amount of eutectic of a balanced composition 

and improves the structural homogeneity of the welds, both in the weld 

centre, and on the fusion boundary with the base metal. 
 Performance of the operation of artificial ageing of welded joints 

does not cause any essential increase of the yield limit (Table 4). It in-
creases only by 2−3% and remains on the level of 200 MPa, but the bend 

angle value somewhat decreases to 22−32 degr. 
 Fracture sites are coarse phase particles and insoluble intermetal-
lics, located along the weld crystallite boundaries or in the zone of its 

fusion with the base metal. Performance of the operation of full heat 

treatment ensures an increase of welded joint strength to 

282.8−298.2 MPa in specimens made with ZvАК5 and ZvАК12 wires. 
The joint fracture mode is similar. 
 Zinc presence in embedded elements from V92, V96 and 7056 alloys 

promotes an increase of joint strength level, due to its availability in 

Mg(Zn2AlCu) and Mg3Al2Zn3 secondary phase components [1]. Perfor-
mance of just the artificial ageing causes a slight increase in the 

strength of the joints made using embedded elements. Its value is equal 
to 195.8−198.0 MPa, and ductility is of 22−27 degr. compared to as-
welded state (joint strength of 190−200 MPa, that of weld metal of 

191−194 MPa, (bend angle) varies from 27 to 36 degr.). Zinc content in 
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embedded elements determines the level of joint strength and ductility 

(Table 4). 
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 The highest strength of welded joints (up to 301.4 MPa) and weld 

metal (up to 296.0 MPa) is noted at application of V96 alloy. Specimen 

fracture at mechanical testing runs along the weld axis or boundary of 

its fusion with the base metal that reflects the dependence of the joint 

structure on the thermal-cycle effect in welding D16 alloy. 
 Performance of full heat treatment of joints made using embedded 

elements, increases the strength level to 273.7−301.4 MPa, and for 

weld metal to 189.0−270.0 MPa (Table 4). The level of ductility (bend 

angle) here varies from 12 to 23 degr. Strength increase depends on 

zinc presence in the filler material composition. In keeping with the 

data of Refs. [1, 3], weld strengthening can be achieved as a result of 

formation of dispersed precipitates of metastable η′-phase, the compo-
sition of which was determined to be Mg4Zn13Al2 phase. The observed 

heterogeneity of excess phase and intermetallic cluster dimensions can 

be associated with silicon presence in Mg2Si and W(AlxMg5Cu6Si4) 
phases. Under the artificial ageing conditions, they dissolve in the liq-
uid metal and strengthen it, but this increase is small. Zinc presence in 

the structure of welds, produced using embedded elements, promotes 

formation of Mg(Zn2AlCu) and Mg3Al2Zn3 secondary phases, which in-
crease the strength level of the joints and weld metal up to 301.4 MPa 

and 296.0 MPa, respectively. Specimen fracture under tension also oc-
curs along the weld axis or the boundary of its fusion with the base 

metal. The fracture sites are phase particles, which do not dissolve in 

liquid aluminium, but form centres of extended intermetallic inclusions 

by coagulation. Presence of tough cells on fracture relief, alongside the 

quasi-cleavage elements, may be indicative of stress localization and 

concentration of ductile shear in individual structural regions, in keep-
ing with the conclusions of work [2]. Thus, both the operation of artifi-
cial ageing and full heat-treatment cycle can be performed in order to 

improve the mechanical properties of D16 alloy joints in consumable 

electrode welding. 
 Their effectiveness is determined by the volume fraction of base 

metal phase particles and amount of alloying elements and additives at 

weld modifying. The degree of influence on the structure and mechani-
cal properties depends on their amount, their ratio in the welded-joint 

zones and segregation along the boundaries of weld crystallites and 

base metal grains. 
 Moreover, it should be also noted that welded structure fabrication 

in the shop does not always provide favourable conditions for heat 

treatment performance. The above-mentioned problem arises in the 

case of absence of the necessary thermal furnaces, and also at large 

overall dimensions and considerable weight of individual structural 
elements, etc., that is when the full heat treatment cycle cannot be im-
plemented under the production conditions. 
 In this case, the operation of artificial ageing can be applied. In case 
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of absence of the mentioned production difficulties for performance of 

heat treatment of welded parts or components from D16 alloy, applica-
tion of a full heat-treatment cycle of welded structural elements is 

more rational. At its realization, a more favourable structure of weld-
ed joints and optimal values of mechanical properties, namely, 
strength and ductility are achieved. 

4. CONCLUSIONS 

1. The nature of structural transformations taking place in D16 alloy 

during heat treatment, namely, artificial ageing or full cycle (quench-
ing and artificial ageing), was evaluated. Their effectiveness is deter-
mined by the size of volume fractions of base metal phase particles and 

amount of alloying elements and additives, applied for modifying the 

welds made by consumable electrode. The extent of impact on the 

structure and mechanical properties is determined by their amount in 

the filler metal, segregation along the boundaries of weld crystallites 

and base metal grains. Weld microstructure is homogeneous, and con-
sists of solid solution and finely dispersed inclusions of CuAl2 phase 

and eutectic of (α + CuAl2) type. Alongside the solid solution, up to 

seven diverse phase inclusions are found in the structure, their combi-
nation influencing the level of welded joint mechanical properties. 
2. The level of joint strength depends on the type of D16 alloy heat 

treatment, and it is determined by the geometrical dimensions and 

morphology of phase precipitates in the structure. Artificial ageing of 

joints made with batch-produced ZvАК5 and ZvАК12 wires results in 

their strength increase by 2−3% (190.0−195.8 MPa). Bend angle value 

is equal to 22−32 degr., which is due to transition of brittle intermetal-
lic phases into the aluminium solid solution. Silicon presence in the 

composition of Mg2Si and AlxMg5Cu6Si4 phases only slightly strength-
ens the joint. Conducting full cycle of welded-joint heat treatment 

raises the strength value largely (282.8−298.2 MPa), that is by 

20−27% higher than under the conditions of artificial ageing. Speci-
men fracture runs along the weld axis or the boundary of its fusion 

with the base metal. 
3. A similar regularity of strength increase is observed in joints welded 

with embedded elements. After artificial ageing, the strength level is 

equal to 195.8−198.0 MPa, and after the full cycle, it is of 

273.7−270.0 MPa, depending on chemical composition and zinc con-
tent in the welds when using V92 and 7056 alloys. The greatest effect 

of strength increase in the joints (up to 301.4 MPa) and weld metal (up 

to 296.0 MPa) is observed at application of V96 alloy. Probably, this is 

promoted by formation of Mg(Zn2AlCu) and Mg3Al2Zn3 secondary-
phase compounds during weld solidification. Under the conditions of 

tension, the joints fail along the weld axis or the boundary of its fusion 
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with base metal. 
4. It was confirmed that performance of heat treatment of D16 alloy 

joints made by consumable electrode, ensures an increase of hardness 

level, and it is determined by the volume of the respective transfor-
mations in different structural zones. After artificial ageing of the 

joints produced with ZvАК5 and ZvАК12 wires, hardness rises by 

5−7% compared to as-welded state, and for those produced using em-
bedded elements, it is 3−5% higher. The amount of silicon or zinc in the 

composition of the applied filler materials determines the extent of the 

effect of welded joint hardening. Performance of full heat treatment 

of the joint further increases their hardness by 2−5 НRВ. 
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Research into the Processes of Rolling Stamping of Ring 

and Flange Billets with a Complex Profile 

V. M. Myhalevych*, A. A. Shtuts**, M. A. Kolisnyk**, I. А. Zozulyak**, 
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  UA-21021 Vinnytsia, Ukraine 
**Vinnytsia National Agrarian University,  
   3, Sonyachna Str.,  
   UA-21008 Vinnytsia, Ukraine 

This article analyses the features of local deformation, which determine roll-
ing stamping as an independent type of metal processing by pressure. Exam-
ples of the most complete realization of the advantages of stamping by roll-
ing, which ensures the efficiency of industrial use, are given. In the priority 

directions of the development of science and technology, a special role is giv-
en to energy- and resource-saving. Modern national industries of mechanical 
engineering and metal processing, which are designed to increase the compet-
itiveness of own products, are still largely based on the energy- and metal-
intensive technological processes. The reduction of the energy and material 
costs is facilitated by the development and implementation of new metal pro-
cessing by pressure in metalworking. This circumstance determines the pri-
ority of the development of agro-industrial production. The development of 

the agricultural sector and the need to increase its efficiency require im-
provement of technical support. 

Key words: rolling stamping, metal pressure processing, cold three-
dimensional stamping, deformation, forming, workpieces, yielding of metal. 
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648 V. M. MYHALEVYCH, A. A. SHTUTS, M. A. KOLISNYK, I. А. ZOZULYAK et al. 

У роботі проаналізовано особливості локального деформування, які ви-
значають прокатне штампування як самостійний вид оброблення металу 

тиском. Наведено приклади найбільш повної реалізації переваг штампу-
вання обкочуванням, що забезпечує ефективність промислового викорис-
тання. У пріоритетних напрямах розвитку науки та техніки особливу 

роль відводять енерго- та ресурсозбереженню. Сучасні вітчизняні галузі 
машинобудування та металооброблення, які покликані підвищити кон-
курентоспроможність власної продукції, все ще значною мірою базуються 

на енерго- та металомістких технологічних процесах. Пониженню енер-
гетичних і матеріяльних витрат сприяє розроблення та впровадження в 

металооброблення нових технологій оброблення металу тиском. Ця об-
ставина зумовлює пріоритетність розвитку агропромислового виробницт-
ва. Розвиток аграрного сектора та необхідність підвищення його ефекти-
вности потребують вдосконалення технічного забезпечення. 

Ключові слова: штампування обкочуванням, оброблення металу тиском, 
холодне тривимірне штампування, деформування, формування, заготів-
ки, плинність металу. 

(Received 27 December, 2024; in final version, 13 March, 2025) 
  

1. INTRODUCTION 

Approaches based on the concept of multistage technological processes 

are increasingly used in the study of a wide range of production pro-
cesses. Examples can be the processes of chemical, atomic energy, air-
craft and automobile manufacturing, etc. [1]. 
 Mechanical engineering mass manufactures and uses axisymmetric 

parts of various designs such as rings, bandages and flanges. The an-
nual demand, including Ukraine’s, for details of this type varies wide-
ly and can reach tens of millions of pieces. According to foreign com-
panies, when cutting, the material utilization factor (MMF) is 40–
50%, and when using cold stamping, it is 75–80%. If we take into ac-
count the energy consumption for the production of steel and its pro-
cessing per unit weight of the finished part, it is 66–82 mJ/kg during 

cutting, and 41–49 mJ/kg during cold plastic deformation [2, 3]. 
 There are methods of processing metals by pressure, based on the 

action of the technological load in the conditions of a localized plastic 

cell. The essence of these methods is that the shape change at each mo-
ment of time is performed only over a portion of the volume of the 

workpiece, and when the centre of deformation is moved, it covers the 

entire volume. These are well studied and widely used in production 

operations of free forging, rotary forging, rolling, etc. (Fig. 1). 
 The technological processes of end rolling and the sphere of mobile 

stamping, to combine into rolling stamping, rolling of rings and discs, 
etc., can be attributed to relatively new ones that have an insignificant 

level of application [4]. 
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 The problem of the limited level of production application of local 
methods is due to the fact that each of the listed technological process-
es has its own set of parts inherent in the form of which the process 

shows the highest efficiency. 
 Despite the fact that rolling stamping technologies have numerous 

advantages compared to traditional methods, as well as high economic 

and technological indicators, they have not been widely used today. 
National and foreign scientists pay considerable attention to the crea-
tion and development of resource-saving metalworking processes. 
These works have a relatively narrow spectrum of defining criteria and 

recommendations for the industrial use of rolling stamping. 
 Therefore, there are problems in the availability of available meth-
ods of typical technological design and development of national indus-
trial equipment. The task of this work is a justification and demonstra-
tion of this direction, which, as a result of the improvement of the roll-
ing deformation technology and the creation of specialized equipment, 

is gradually being formed into an independent production method of 

processing metals by pressure [5, 6]. 
Formulation of the problem. The purpose of the work is to study the 

rolling stamping processes of flat ring and flange blanks and to deter-
mine the ways of developing technological capabilities. Analysis of the 

nomenclature of parts in mechanical engineering showed (Fig. 2) that 

 

Fig. 1. Methods of plastic moulding and dissection with localized effect of 

technological force. 
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the vast majority of them are bodies of rotation (68%). 
 A large number of bodies of rotation include axisymmetric parts 

such as rings, disks, flanges, etc. In the production of these parts, 
mainly carbon, alloyed steel and non-ferrous metals are used. The main 

difficulties in the production of such parts by traditional methods con-
sist in a sharp increase in the deformation force due to the closing of 

zones of hindered metal’s flow. 
 To obtain such parts, methods are used in which the shape change is 

carried out by a tool that rolls over the surface of the workpiece. The 

production of parts under local loading allows achieving a plastic state 

in the deformation zone with a lower value of the technological effort. 
 For the preparation of blank parts such as rings, disks, flanges and 

bushings from plastic materials, the application of SHO processes can 

be effective. The main technological schemes of SHO are presented in 

Fig. 3 [2, 15]. 
 Special development of SHO was achieved by the creation of such a 

direction as cold mechanical rolling (СMR). CMR processes make it 

possible to obtain axisymmetric, solid and hollow products of a com-
plex profile with thin-walled elements of significant size by cold de-
formation [1, 16]. The shape change of workpiece can be implemented 

according to the following schemes (Fig. 4): deposition, landing of out-

 

Fig. 2. Diagram of the distribution of the nomenclature of parts by structural 
features. 
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er and inner edges on tubular blanks; direct and reverse squeezing; 
dispensing, turning away, rotary hood, minting, etc. 
 Cylindrical or conical rolls are used as the main deforming tool in 

CMR. The cylindrical roll forms the inner and profiled outer edges ac-
cording to the landing scheme. 
 A deforming tool in the form of a conical roll located at an angle to 

the axis of rotation of the part provides significantly greater techno-

 

Fig. 3. Technological schemes of rolling stamping. 

 

Fig. 4. Schemes of CMR: a, b—landing of the outer side; c—minting; d—
landing of the inner side; e—reverse extrusion; f—distribution. 
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logical capabilities. The conical roll makes it possible to form the part 

according to the schemes of disembarkation, direct and reverse extru-
sion, distribution, deposition, embossing [1]. When deforming with a 

conical roll, in some cases it is possible to refuse of using the mandrel, 

which simplifies the design of the equipment. The disadvantages of the 

conical tool are the complexity of the roll shape and the dependence of 

the tool size on the part size. 
 As blanks for rolling, you can use pieces of pipes and rods, stamped 

blanks and rings obtained by bending strips or rods with subsequent 

welding. The material of the blanks can be steel: structural steel—Art. 
3, steel 20, steel 40; structural alloys—20X steel, 18XHT steel; ball 
bearings—SHKH15 steel; tool steel—steel 9ХС, steel 4Х13 and oth-
ers, as well as non-ferrous metals and alloys. 
 The amount of single crimping is determined by the required degree 

of deformation, power parameters of the equipment, dimensions of the 

workpiece and mechanical characteristics of its material and can vary 

from 1–3 mm at the initial stage of deformation to 0.05–0.1 mm at the 

calibration stage. The final deformation of the part occurs, in most 

cases, in 10–30 revolutions or within 0.1–0.25 min. The shape and di-
mensions of the product are determined by the rolling scheme and the 

design of the equipment. 
 The main parameter that evaluates the suitability of metals for pro-
cessing by the mechanical rolling method is sufficient plasticity. 
The main factors that limit the technological possibilities of CMR pro-
cesses are the destruction of the material, distortion and folding of the 

workpieces. 
 Deformability of workpieces in a real technological process depends 

on the shape change scheme, plasticity of the material, parameters of 

the process and the workpiece. The most dangerous schemes due to de-
struction are the landing of the outer edge, distribution and removal of 

tubular blanks. 
 When the outer edges are planted, the deformation limit before fail-
ure decreases with an increase in the ratio of the height of the part of 

the workpiece exposed to rolling to the wall thickness. 
 The stress state of the workpieces was evaluated using the indicator 

η = (σ1, σ2, σ3)/σu, where σ1, σ2, σ3 are the main stresses, σu—stress in-
tensity [7]. The processing of the obtained results by the method of 

least squares made it possible to determine the ways of deformation of 

metal particles on the free surface of the edge in the co-ordinates ‘in-
tensity of deformation (ε, u)–stress state indicator’ in the form of a de-
pendence 

 uk nη = ε − . (1) 

 It was experimentally established that the angle of inclination of the 
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roll and the displacement of its top from the axis of the workpiece have 

a significant influence on the deformation path. With a constant angle 

of inclination of the roll α = 10° and the absence of its displacement, 
the main influence is exerted by factors h0/b0 and δ/b0 (Fig. 5); 

p 0

2
*c к *c кexp{0.865 ( 0) exp( ln ) 0.14[ ( 0) exp( ln ) ] }.

d d

w w

=

= ε η = −η λ − ε η = −η λ
(2) 

 The limiting diameter of the outer edge of the rolled blank can be de-
termined from the ratio, where is the value of the indicator at the point 

of intersection of the deformation path of the material particles of the 

dangerous zone of the workpiece with the plasticity diagram; coeffi-
cient of influence of deformation history on plasticity. When by roll-
ing out, the outer sides w = 1.2–1.35. 
 Materials with a gentle plasticity diagram p p( ( 1) ( 0) 1.5)ε η = − ε η = <  

can be destroyed not on the free surface of the edge, but in the zone with 

maximum deformations at a distance from the inner surface of the origi-
nal pipe blank. In this case, the admissible degree of deformation must 

also be checked by the marginal degree of burst deposition [1–3]; 

 0 p *cexp[ ( 0) exp(1.5ln )]h h = ε η = λ . (3) 

TABLE 1. Technological characteristics of semi-automatic machines for CMR. 

Parameters Dimensionality 
Model 

КО9013 СО424 САО424 

Strain force [kN] 125 250 630 

Matrix rotation speed revolutions per 
wave 125 200 200 

The power of the rotation drive [kWt] 6 18.5 30 

Productivity details per hour 240 150 100 

The diameter of the initial work-
piece [mm] 60 125 250 

The edge width of the finished 

part [mm] 15 25 40 

The height of the edge of the fin-
ished part [mm] 10 15 25 

Overall dimensions of the ma-
chine     

Length [mm] 2000 3500 4600 

Width [mm] 2000 1240 2000 

Height [mm] 1200 1240 1500 

The weight of the machine [kg] 3000 3600 15000 
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 In Figure 6, workpieces are shown with their external and internal 
edges, obtained according to the landing scheme for a blank with 2 < 

h0/b0 when using a purposeful displacement of the top of the roll from 

the centre of the workpiece. 
 When rolling tubular blanks according to the scheme of landing the 

outer sides, in case h0/s0 > 2–2.5, the wall is curved and a fold is 

formed; this is a technological limitation of the process due to the loss 

of stability of the workpiece. To avoid the formation of folds when roll-
ing blanks with a relative wall thickness s0/d0 < 0.1–0.12 and the rela-
tive initial height h0/s0 > 3 of the formation of the outer sides can be 

carried out according to the deburring scheme. The workpieces de-
burred by the CMR method are shown in Fig. 7. 

 0

(1,5...2)

s
δ =

µ
, (4) 

where µ is the coefficient of friction on the surface of the rolls-
workpiece. 
 Unrolling of workpieces according to the deburring scheme is ac-
companied by the appearance of significant tensile stresses, so this 

type of unrolling can be subjected to materials with high plasticity, 

 

Fig. 5. Ways of deformation of the free surface of the outer side during landing. 

 

Fig. 6. Blanks with an outer and inner edge, obtained by landing with a pur-
poseful displacement of the top of the conical roll. 
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which is characterized by the value of the relative narrowing of the 

neck when the sample is stretched 60...65%∅ψ = . 

 The production of parts from steels 10, 20, 12X18N10T and copper 

M0b showed that deburring of rolling allows obtaining high-quality 

edges of significant sizes, including and with a thickness significantly 

less than the wall thickness of the original workpiece. 
 Technological schemes of direct extrusion–calibration and com-
bined deformation with deposition and reverse extrusion are more fa-
vourable from the point of view of metal deformability [7]. According 

to the first scheme, thrust bearing rings and parts of cam clutches 

were obtained (Fig. 8). 
 The workpiece in this case is a ring obtained by cutting from a sheet 

on a stamp or cut from a pipe. The material of the bearing ring is bear-
ing steel. Application conical roll with α < 10° allows reducing the cen-
trifugal flow of the material and the intensity of the formation of ex-
ternal burr. In the rolling process, a track of the rolling elements, end 

surfaces with chamfers, outer and inner diameters of 8–9 accuracy 

quality are formed. The surface roughness of the raceway is Ra = 0.2–
0.4 µm; the other surfaces are Ra = 0.8–2.5 µm. The rolling time is of 

4–5 seconds. 
 Figure 9 shows the products obtained according to the technological 
scheme of deposition with reverse extrusion. 
 Thus, by purposefully applying various technological schemes of 

SR, it is possible to obtain high-quality products of various shapes, and 

 

Fig. 7. The workpiece obtained by debarring: at the intermediate and final 
stages. 

 

Fig. 8. Scheme of direct extrusion–calibration and the appearance of the ob-
tained blanks: 1—blank, 2—clamp, 3—matrix, 4—mandrel, 5—roll, 6—ejector. 
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using an approach based on deformability criteria, determine the suit-
ability of the material for processing and the final dimensions of the 

products. 

2. PRESENTATION OF THE MAIN RESEARCH MATERIAL 

Rounded flat workpieces are quite common in the manufacturing in-
dustry. Traditionally, such workpieces are obtained by cutting or cut-
ting from a sheet, which is accompanied by significant waste in the 

form of jumpers. Therefore, the issue of effectively obtaining thin 

workpieces for subsequent MRM operations is quite relevant [8]. 
 Despite the development of stamping processes with improved con-
tact friction conditions [9, 10], the main operation for obtaining thin 

round workpieces remains their cutting from a sheet. At the same 

time, the quality of the blanks does not always meet the requirements 

due to the initial anisotropy and different sheet thicknesses. 
 In the further extraction of products from such blanks, the main 

factor limiting technological possibilities is the destruction of blanks 

in the most dangerous local zones. Ruin is preceded by a loss of defor-
mation resistance or a local thinning of the workpiece in the form of a 

neck, from the moment of its formation, an increase in the degree of 

extraction becomes impossible. 
 Rounded parts with a relatively small height are difficult to manu-
facture; h/d < 0.3 with a diameter of no more than 300–350 mm. In 

this case, high-power and high-rigidity hot stamping press equipment 

is required, and highly alloyed, expensive steels are required for the 

production of stamping equipment. 
 In this regard, the article examines the technological process of 

stamping by rolling (SR) of flat annular and flange workpieces. 
SR allows obtaining blanks of the required shape by reshaping them 

from square, round and ring. According to the proposed technology, 

the sheet is cut into square blanks without waste, which are reshaped 

 

Fig. 9. Complicated profiled products obtained by rolling with a cylindrical roll: 
a—flange with a collar; b—element of the body of the electrovacuum device. 
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by the SR method (Fig. 10.) into flat round ones or with the required 

thickness profile. Thus, the reshaping of the workpiece is carried out 

according to the scheme of precipitation by the SR method. 
 In the case of reshaping of workpieces by the SR method, the possi-
bility of controlling the intensity and direction of the metal`s flow by 

shifting the roll is practically excluded, since it is impossible to ensure 

the shift of the top of the roll due to the use of a die-gauge. In this case, 

centrifugal drawing of the metal is preferred. At the same time, the 

maximum flow intensity is observed at a distance r < 0.2R. 
 The debugging scheme shown in Fig. 11 according to the classifica-
tion of rolling stamping processes [11, 12] should be classified in the 

first group - waste-free production of flat workpieces. 
 When the metal flows in different axial directions of the workpiece, 

three stages of forming are observed. 
 At the first stage, there is an intensive redistribution of the volume 

of metal [12] (in the reverse direction from the applied force P) and in 

the radial (along the line H–H) directions (Fig. 12). In the tangential 
direction, the redistribution of the volume of metal is slowed down, 
which is confirmed by the difference in the values of ai and bi (Fig. 4). 
The resistance to deformation throughout the volume of the part is al-
so different, on the surface of the interaction of the initial blank with 

the punch I, the outer layers move more intensively than the inner lay-
ers due to the high friction of the initial workpiece along the surface of 

its interaction with matrix II (this is obvious when considering the 

contact area of the tool with the original workpiece). 
 Because of this, additional loads appear: on the outer compressive 

surface (since each inner layer restrains the movement of the adjacent 

outer one) and on the inner one—tensile ones (since each outer layer 

moving faster than the neighbouring one captures it with itself). 

 

Fig. 10. Scheme of reshaping of workpieces by the SR method (a), view of the 

original square and rolled round workpiece (b): 1—workpiece, 2—product, 
3—matrix, 4—spindle, 5—ejector, 6—roll. 
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 As a result of equalizing the load, there is a zone of the inner layers 

with additional radial load, which increases to the outer surface. The 

fact that the surface layers of the metal move more intensively than 

the lower layers is confirmed by examining the cross section of the 

workpiece in the first stage of the process (Fig. 13). 
 The beginning of the second stage of the process is determined at the 

moment of contact of the initial workpiece with the matrix on surface 

III. Although the movement of the volume of metal does not change its 

character in relation to the first stage, it occurs with increasing re-
sistance to deformation, which is explained by the intensive formation 

of the lower part of the workpiece. In the directions along the line H–
H, the radial flow of metal increases, and at the moment of filling the 

outer diameter of the container, it changes its direction, at the same 

time, in the direction along the line S–S, the tangential flow of metal 
prevails, and at the moment of changing the direction of the flow of 

metal along H–H, an increased hydrostatic pressure, the increase of 

which determines the filling of the lower part of the flange [13]. 
 A characteristic feature of the first two stages of forming is the 

presence of internal circular steps when the initial and final stages of 

the process are formed, and the height difference H2 − H1 = S gives 

 

Fig. 11. Setup scheme for rolling stamping of flanged parts and blanks: 1—
punch; 2—container; 3, 4—matrix; 5—ring; 6—ejector; 7—starting work-
piece; 8—finished part. 
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the feed value for one rolling cycle. 
 The formation of straight sections on the S–S line is a consequence, 
the distortion forms rings due to the support at the point of contact of 

the workpiece with the diagonal direction. 
 The third stage of the process is the calibration of the canvas and the 

inner diameter of the workpiece. The process occurs without a signifi-

 

Fig. 12. Scheme of metal flow in the flange part of the part during rolling 

stamping from a ring blank. H–H—radial metal flow conversion line S–S—
tangential metal flow conversion line. 

 

Fig. 13. Cross-section of the workpiece at the stage of the process: a—along 

the G–G plane, b—along the S–S plane. 
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cant increase in deformation force [14]. 
 In the analysis stage of the study, a device for the production of 

blanks and parts by the rolling stamping method is proposed [15]. 
 The device for implementing the method contains a matrix 1, a roll-
ing punch 2 and an ejector 3. The punch 2 receives a rolling motion 

from a special drive. The matrix 1 and the ejector 2 are mounted on the 

press table and can move vertically from their drives. 
 Research of the obtained products in terms of accuracy corresponds 

to 10–11 quality, the surface roughness is 3.2 µm [16]. 
 Calculation of the workpiece during rolling stamping. 
 1. Initial conditions (Fig. 14.): 

 d z,  C D V V= = , (5) 

TABLE 2. Dimensions and parameters of the rolling stamping process of ring 

and flange workpieces. 

№ Parameter names Marking Unit of meas-
urement 

Parameters 

1. Diagonal of the original 
workpiece Ld [mm] 186 ± 240 

2. The thickness of the origi-
nal workpiece Нsum [mm] 16 

3. Angle of inclination of the 

axis of the punch θ (degree) 2 

4. Axial feed of the tool S [mm/turn] 1.7 

5. Heating temperature Т [°С] 740 

6. The maximum force of the 

stamp Р [kN] 2300 

 

Fig. 14. Dimensions of the finished part (a) and the initial blank (b). 
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where C—diagonal of the workpiece; D—outer diameter of the part; 

Vd, Vz—the volumes of the part and workpiece. 
 2. Variation intervals: 

D1/D = 0.1, 0.2, 0.3, 0.4, 0.5, 0.6, 0.7, 0.8, 0.9, 
Sun = 3.5, 10, 12, 14, 16, 20, 

h = 0, 1.5, 4, 
where D1—inner diameter of the part; Hd—the height of the part; h—
is the thickness of the jumper. 
 3. Conclusions of calculation formulas: 

 2 2
d 1 1  – / 4( )V D Н D Н= π π , (6) 

 2
z 3 V а Н= , (7) 

where a—side of the workpiece: 

 
2

2

C
a

 
=  

 
; (8) 

but C = D, then, 

 
2

2

D
a

 
=  

 
. (9) 

 From formula (7), 

 z
z 2

 
V

Н
а

= . (10) 

However, according to condition (5), Vz is equal to Vd. 
 After transformation (10), we will get the original formula for cal-
culating the height of the workpiece: 

 2
z d 1( 1.57 — )Н Н В Н= . (11) 

Power parameters and forming processes during rolling stamping of 

flat annular and flange blanks from a square workpiece. In the pro-
cesses of three-dimensional rolling stamping, at each moment of time, 

the initial workpiece is in contact with the tool only with part of the 

end surface, thus forming a local centre of deformation [7]. 
 The location of the centre of oscillations at the top of the conical 
(rolling) of the tool, which determines the dependence of the total 
stamping force on the angle of inclination of the tool axis θ, the feed of 

the workpiece S, the shapes and geometric dimensions of the initial 
workpiece. 
 Rolling stamping can be carried out in two ways: 
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- with constant effort, when the required shape change is achieved due 

to a certain number of rolling cycles under load [17]; 
- with constant axial feed of the tool (workpiece) in one rolling cycle. 
 In the latter option, the punching force will increase to a maximum 

by the end of the punching, but by this time the deformation will be 

over, the endurance under full load is not required, the rolling drive 

will not experience peak loads at the initial moment of punching, and 

the productivity will be higher. 
 As a rule, according to the first option, stamping is carried out on 

low-power equipment. In the initial stage of the press process, maxi-
mum effort is given, while the feed will inevitably decrease due to the 

increase in the size of the workpiece. When carrying out such a pro-
cess, there is uneven deformation along the height and re-sticking of 

the surface layers of the workpiece, which are in contact with the roll-
ing tool. 
 Pre-stamping, i.e., the final operation of complete shaping of the 

workpiece, is carried out at very small feeds, the locality factor X in-
creases, and the productivity at the same time decreases significantly. 
 In this regard, it is advisable to conduct a process with a constant 

supply. In this case, the force Pos is increasing with each run-in cycle, 
and the locality coefficient λ will keep a constant value. 
 The calculated feed at a constant number of running-in of the spher-
ical moving mechanism is slightly less than the actual feed. Despite 

this, the effort is not observed, since the local feed does not have time 

to show itself during the rolling cycle. 
 As a result, productivity increases and the probability of defects de-
tected in the case of conducting the process with constant effort de-
creases SR. In this case, the requirements for the equipment of the 

power press and the rolling mechanism change accordingly. 
 Researching [18] in this direction was carried out on low-power 

equipment and did not reveal all the advantages of rolling stamping. 
Based on the above, we will consider the characteristic features of 

stamping round flanges from square and strip blanks with constant 

feed. 
 Figure 15 shows the diagrams of the established process of rolling 

stamping with square and strip workpieces. 
 To calculate the area of the local centre of plastic deformation of the 

spot of contact with the surface of the rolling tool, we use the formulas 

given in [19], where the stress-deformed state of the metal during this 

process is most accurately described. 
 It should be noted that the law of the smallest perimeter is not ob-
served when stamping round workpieces from square or strip work-
pieces. In this regard, the boundaries of the square and strip workpiec-
es remain practically straight. This allows you to determine the local 
centre of deformation of the contact spot in the direction perpendicu-
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lar to the border of the square or strip workpiece. 
 The ratio of the area of the contact spot in different directions is ap-
proximately 20% at the initial moment of stamping. As the stamp fills 

the circular cross-section of the stamped workpiece, the ratio decreases 

and when it is completely filled in all directions, it becomes equal (this 

is the final stage of stamping). 
 Correspondingly, the resistance of the metal and the contact pres-
sure change due to the change in the contact areas in the local centre of 

plastic deformation, that is, the metal is easily stamped in the direc-
tion of the face. It explains that the appearance in the direction of the 

face, which is shown in work [20–23] based on the example of the loss 

of stability of the workpiece in the tangential direction perpendicular 

to the boundary. 
 The intensive flow of metal in the tangential direction in the corner 

zones of square or strip workpieces remained unclear. 
 In Figures 16–18, the nature of the flow of metal from its initial 
stage to the final output product is shown that shows how the metal is 

redistributed around the circle. Figure 17 shows the diagram of the 

 

Fig. 15. Scheme of rolling stamping of flat workpieces (circles): a) punching 

from a sheet; b) punching from a strip. 1—stamped circle; 2—initial work-
piece; 3—punch; 4—matrix. 
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areas of the contact spot during rolling stamping from a square blank, 
where their difference is clearly visible. 
 The difference in contact areas in the direction of the boundary and 

in the direction of the corner of the workpiece leads to an increase in 

the feed in the area of the faces, from which the tool already rolls onto 

the corner zone. This causes an intense tangential flow of metal in the 

corner zones of a square or strip workpiece, and sufficiently pro-
nounced conditions perpendicular to the boundary disappear along 

stamp filling measures. The consequence of this is high accuracy in the 

 

Fig. 16. Output blank from the strip. 

 

Fig. 17. Intermediate shape of the blank when punching a circle from a strip 

in case of loss of stability (bend) in the region of the side face, parallel to the 

axis of the strips. 

 

Fig. 18. The final shape of the workpiece. 
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thickness of the workpieces [24, 25]. It was previously shown that, 
even on thin workpieces, the ratio N/D = 0.02 corresponds to the accu-
racy of cold-rolled sheet without calibration. 

3. CONCLUSIONS 

The stress–strain state of workpiece material is an important charac-
teristic necessary for assessing deformability and determining force 

parameters. Among the effective methods of NDS analysis are the grid 

method, hardness measurement, and microstructural analysis. 
 Direct extrusion by the SHO method was considered by us using the 

example of forming end teeth of a gear sleeve. To increase the accuracy 

of determining deformation intensity in cross-sections of workpieces, 
a highly strengthening material, namely, copper M0b, was chosen for 

physical modelling. 
 As a result of constructing graduation graphs and measuring hard-
ness in workpiece cross-sections, as well as grids on workpiece surfac-
es, the distribution character of stress and strain intensity, as well as 

the stress state index in the plastic area, was obtained. The most rigid 

stress state scheme is observed at the apex of the extruded teeth, but 

here the least deformation occurs. The largest deformations are 

formed at the base of the tooth, but the stress state is close to uniaxial 
compression. 
 Reverse extrusion by the SHO method was also modelled on copper 

M0b. NDS analysis showed that the most deformed zone is the thin-
walled element zone, which is formed because of metal flow from the 

contact plastic spot area of the roller with the workpiece. Maximum 

deformations are observed in this zone, gradually decreasing as you 

move away from the contact surface. 
 The flange part of the workpiece is a zone of relatively uniform de-
formation. Dependences of the growth of deformation intensity on the 

periphery of the flange from the relative increase in its length were 

constructed. 
 Based on the analysis results, paths of material particle deformation 

in dangerous zones due to possible workpiece destruction were con-
structed, which were then used to assess workpiece material deforma-
bility. 
 The possibilities of direct extrusion are limited by the complexity of 

force transmission from the roller to the opposite end face of the work-
piece and significant contact stresses. Therefore, this operation is 

more suitable for calibration or forming of small-size workpiece ele-
ments, which should be taken into account when developing corre-
sponding SHO technological processes. 
 Further research in this direction will expand knowledge of material 
deformation mechanisms during stamping by extrusion and develop 
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new approaches to optimizing technological processes in the produc-
tion of metal parts. 
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